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ABSTRACT 

This annotated translation is an attempt to provide a rendering for a manual 

based on a product from a die/cutting machine manufacturer so that 

PROCARSA, the company I will be referring as “The Client” or merely 

“PROCARSA”, could be able to aspire to comply with international standards 

while safeguarding the safety-in-the-workplace culture for its machine 

operators in an everyday working environment. The main points are to address 

the problematic of having documentation at hand and adequately organized 

and if need be translated to all languages the company uses for its procedures 

so that the client may be eligible to be accredited by an quality assurance 

certification body such as ISO, BASC, CE directives etc. Another aim is to 

ensure that such documentation addresses issues regarding safety in the 

workplace for its quality and accuracy can heavily impact the outcome of an 

unforeseen situation where the how-to of the matter is available to be used 

properly. In addition to this, this work accesses the limitations of translating 

such document regardless of the purpose of it. Through a linguistic 

perspective, several aspects of the rendering itself are disclosed to grant a 

guiding light to others facing the same quandary. Consequently the results 

show that the need for documentation, updated, faithful and language-ready is 

paramount not only to comply with international standards but also to give 

personnel the tools that may, in any unforeseen occurrence of a problem, help 

them find the solution based on the manufacturer’s know-how and avoid risks 

and potentially harmful situations apropos of the machine. 

Keywords: annotated translation, flatbed die cutter, ETERNA, linguistics, 

rendering, ISO, Standards 
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1. INTRODUCTION 

1.1. TOPIC AND JUSTIFICATION 

In a globalized world among all the statutory laws and regulations that 

coexist in a corporate environment, companies strive to make the better 

products and to offer higher quality services. For the close client-service 

relations, client satisfaction is paramount for it will determine the continuity of 

that company that offers services to maintain a constant flow of work. For a 

company that manufactures a given product, the quality as well as the product 

itself are key for the company’s prevalence in the market. Both types need to 

concur on a fixed set of guidelines and regulations that will provide a clearer 

path to success. 

These statutes are tightly bound to quality assurance. They are 

standards. When a company wants to conform to these standards, they are 

required to comply with a wide variety of requirements. Organizations such as 

the Conformité Européenne, International Standards Organization (ISO), 

World BASC Organization (Business Alliance for Secure commerce) and other 

European institutions have authority in the standardization and eligibility of 

processes. Several of these requirements are met to ensure that the process, 

product or service comply with the necessary provisions that international 

bodies demand. 

As the goal of a company relies on offering the best solution and integral 

processes, obtaining a certification from an international body, the odds 

increase when it comes to signing a contract with a client and being selected 

from among many others. Part of the process to comply with high standards is 

the availability of appropriate documentation; i.e., instruction manuals, user 

guides, software implementation procedures, etc. for each of the products the 

company offers. 

In the realm of documentation, it will be necessary to provide the 

aforementioned requirements in order to claim the certifications needed. The 

company will benefit from these quality assurances and thus the product or 

service itself will have an increase in demand. 



Annotated Translation of ETERNA Manual for PROCARSA 

2 

In companies where products rely heavily on machines to do the heavy 

work or the necessary work to produce a product, the maintenance and 

operation of the machines are paramount to the company.  Alongside comes 

documentation; in this case, the most common type are instructions manuals 

and user guides. From the two types, instruction manual are the most sought 

after document to which employees recur in the case of an emergency or faulty 

operation in order to solve minor issues or general less superfluous machine 

defects. 

By empiricism, one can muster the art and science of the operation of a 

machine. Up to some point, it works for most cases. There is, however, the 

imperative need to consult the manual in case something unexpected occurs. 

All machinery comes with a manual and generally, it is only on the language 

of manufacturing. It could also have been translated into a language of a target 

market’s country. When a manual comes in the language of the country of 

manufacturing (L1,) rather than the country of commercialization or where the 

machine will be used (L2,) limitations arise. The feasible option, which by all 

accounts can be expressed on a simple phrase: “I will check the manual,” does 

not simply provide an alternative. Even if the manual is checked, the language 

used by the operators will very likely be different from that of the manual. This 

makes it very difficult to use the information contained in the manual and put it 

in practice. Even when some terminology is repeated and used 

interchangeably to represent and express certain concepts, the specificities of 

the manual itself may not reflect the author’s intent.  

The Annotated translation of ETERNA PE1620SA-Extra manual for 

PROCARSA is crucial for the company to align to one of the aforementioned 

quality standards. In this, case it is required for the Conformité Européenne 

Directives in Article 10 of the CE Marking Directives for the EC Declaration of 

Conformity, paragraph 2. This statute demands the managing of documents 

pertaining to the products (or machines) used in the process of making a 

product or used as the product if the aim is to be used or commercialized in 

the European Economic Area (EEA.) 

Such intervention in quality standards and quality assurance 

certifications have led the author to suggest and apply the translation of one of 



Annotated Translation of ETERNA Manual for PROCARSA 

3 

the machines used in PROCARSA (ETERNA PE1620SA,) as to provide a 

usable guide and instruction manual for such machine and help comply with 

the standards that the company is meant to follow. 

PROCARSA's current position in the packaging and die-cutting market 

leading edge alongside with the group to which it belongs (SURPAPEL Group) 

and its most immediate goals incur on being part of certification such as BASC 

Certification for businesses in Europe and worldwide. 
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2. PROBLEM 

2.1. STATEMENT OF THE PROBLEM 

The problematic for this research document has been aimed towards 

the evidence of an existing document that may aid in the process for 

international accreditation given by foreign quality assurance organizations. 

Within the documentation in the company PROCARSA which deals with 

packaging material and box manufacturing in the die-cutting market, an 

absence of the instruction manual for ETERNA PE1620SA-Extra manual for 

PROCARSA was evidenced, and thus the main goal of this work is justified. 

For many companies the lack of documentation is palpable when audits 

occur, this leads to a non-conformity situation in which the fault is documented 

and change and improvement are required. 

In SURPAPEL group, one of its subsidiaries is PROCARSA, a leading 

company in the die-cutting manufacturing and packaging business in Ecuador. 

This company attempts to comply with international regulations in order to 

increase the competitive ambience even on international soil. In order to do 

this, a restructuring in their documentation department had to be done and 

among all the reparations, so to speak, it is the revision and update of all the 

manuals that they have had since they received the machinery necessary for 

the die-cutting business. 

The ETERNA PE1620SA-Extra manual was selected by the company’s 

board as one of the manuals whose translation will yield positive impact not 

only in the processes performed by the company, but also in the occupational 

safety and health of the workforce. Its translation also aims to help the 

company comply with another requirement for the European Certification they 

are pursuing. 
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2.2. RESEARCH QUESTIONS 

Up to what extent can the translation of ETERNA PE1620SA-Extra manual for 

PROCARSA contribute to the restructuring of the company's documentation to 

comply with International Standards? 

 What intertextual reference could contribute to the rendering of a 

usable instruction manual? 

 What are the most salient features of the Source Text? 

 What are the main translation problems faced by the translator? 

 How will translation problems be tackled? 

2.3. GENERAL AND SPECIFIC OBJECTIVES 

2.3.1. GENERAL OBJECTIVE 

Apply terminological research to render the translation of the ETERNA 

PE1620SA-Extra manual for PROCARSA to ensure compliance with 

international regulations. 

2.3.2. SPECIFIC OBJECTIVES 

 Identify the required terminological field and the scope of the translation 

itself.   

 Describe the main pitfalls in technical translation and posit some feasible 

outcomes for them. 

 Group and label annotations according to their linguistic characteristics 

(morphological, semantic, pragmatic, characteristics) 

2.4. CONCEPTUAL FRAMEWORK 

In the following lines, key concepts as well as background information 

about the company PROCARSA and SURPAPEL Group are given. Moreover, 

information about legal requirements and international standards compliance 

are to be disclosed as to give a clearer perspective of the company’s aims. 
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The different theories that encompass translation techniques for the specific 

kind of documentation described in this work are specified as well. 

2.4.1. THE COMPANY 

PROCARSA and other subsidiaries from SURPAPEL Group are entities 

devoted to the design, production and commercialization of packaging 

solutions with cutting-edge technology. Among their products there are Paper, 

Corrugated board corrugates boards for pre and post print. Their business is 

the sustainable development of the company and continuous improvement and 

has its basis on key values and ideals such as having the client as active asset 

and strategic partner along the assembly line. In addition, they focus on the 

integral quality of their products, processes and services in order to ensure 

timely deliveries.  

The company focuses on the development of the professionals it hires 

and converges its company values, competencies, motivation and respects to 

cope with the unalienable Human Rights. (Grupo SURPAPEL, n.d.) 

Nowadays, PROCARSA’s involvement in the international Standards 

certification has aligned its path towards Lean Philosophy, ISO 900 and BASC. 

These alignments are now embedded as part of the quality policy of the 

company and processes have to be in compliance with these guidelines. 

 

2.4.2. INTERNATINAL STANDARDS 

2.4.2.1. ISO CERTIFICATION 

ISO Certifications are validations and assurances in the form of 

documents that are granted to companies or institutions that decide to align to 

the ISO guidelines and regulations. External companies are the ones that issue 

certifications as proof of compliance with the ISO requirements. ISO Designs 

and establishes the protocols for virtually every procedure, manufacturing 

process, or product available in the market. (ISO, 2015) 
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2.4.2.2. BASC 

Business Alliance for Secure Commerce – BASC, refers to an 

international business alliance that supports and promotes secure international 

trade in cooperation with governments and international organizations. The 

processes examined by BASC are manufacturing processes emphasizing the 

creation of security –conscious environment throughout the supply chain. 

(BASC, 2005) 

2.4.2.3. CONFORMITÉ EUROPÉENNE DIRECTIVES 

Is an assurance term that indicates when a product complies with the 

essential requirements of the relevant European health, safety and 

environmental protection legislation, in practice by several of the Product 

Directives. (Wellkang Tech Consulting, 2011) 

2.5. LINGUISTIC DEVICES AND TRANSLATION 

2.5.1. TRANSLATION 

According to Roger T. Bell: 

 “(…) the need for a scientific mode in developing translation 

process not discarding the importance of linguistics. (…) both the technique 

and knowledge of the text is important. Translation is not only a process of 

recycling the original text but also it is a process wherein recreation takes 

place.” 

This statement communicates that for a translator, translation is not a process 

in which words have to be placed in a realm of another language, but several 

other factors play a role in conveying the information that best suits the product. 

2.5.2. ANNOTATED TRANSLATION 

An annotated translation is a product of a rendering where the 

specificities found in regards to the several misconceptions in ST to TT are 

described after having been dealt with. An annotated translation makes use of 

footnotes but not sparingly. (Phil, 2014) 
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2.5.3. BORROWING 

Borrowing is a direct translation techniques that is used when words 

can be directly taken from the ST to the TT. They are sometimes printed in 

italics when they are considered foreign. Some examples are: résumé from 

French language, hamburger or kindergartner from the German, bandana, 

musk and sugar from the Sanskrit. (Bosco, 2015) 

2.5.4. SEMIOTICS 

In 1938, Charles Morris defined Semiotics as the use of signs governed 

by syntactic, semantics and pragmatics rules. Following this concept, signs 

play a crucial role for the transmission and encoding of messages in the 

communication process. 

Symbols as well as signs can be interpreted by the party who receives 

the message as well as the party who sends the message. When a code is 

established both parties need not the use of words to understand the symbol 

and thus the message gets across. 

2.5.5. PRAGMATICS 

According to J. L. Austin when using language, people do not just talk 

or write to one another but rather they perform actions, they do things, usually 

in contexts that combine linguistics and non-linguistics elements, part of the 

context in which they communicate consisting of the knowledge, beliefs and 

assumptions of all concerned. 

Based on this, pragmatics focus on the study of what the user intends 

to communicate and this can be connected to the rendering because of the 

imperative need of technical vocabulary used in instructions. 

2.5.6. REGISTER 

According to Halliday, Registers are ways of saying different things; 

they reflect social processes such as division of labor, specialty, contexts, 

content areas and specific activities. 
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He also states that a register can be defined as the configuration of 

semantic resources that the member of a culture typically associates with a 

situation type. I t is the meaning potential that is accessible in a given situation 

and the register associated with it can be described to varying degrees of 

specificity, the existence of register is in fact an everyday experience. (Solano-

Flores, 2006) 

2.5.7. SEMANTICS 

According to Richmond H. Thomason, Semantics is the study of the 

meaning of linguistic expressions. The language can be a natural language, 

such as English or Navajo, or an artificial language, like a computer 

programming language. Meaning in natural languages is mainly studied by 

linguists. In fact, semantics is one of the main branches of contemporary 

linguistics. Theoretical computer scientists and logicians think about artificial 

languages.  

In some areas of computer science, these divisions are crossed. In 

machine translation, for instance, computer scientists may want to relate 

natural language texts to abstract representations of their meanings; to do this, 

they have to design artificial languages for representing meanings. 

(Thomason, 2012) 

2.6. SAFETY ON MACHINE OPERATION 

In a company, specifically in a manufacturing product company, 

operators face daily hazards when doing their jobs. Machine operation is 

among the occupation for which Best Practices to avoid the harmful impact of 

a person’s physical health has been issued. (Ministry of Business, 2013) 

Among the myriad considerations that companies have to take into 

account when providing safety to their work force are the compliance with 

International Safety regulations, providing adequate training to those in charge 

of the  operation of the machinery, and to document new procedures and 

update manuals. 
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2.6.1. SAFE WORK PROCEDURES 

Work procedures have to be in relation to machinery and plant and 

address issues such as keeping an eye on guarding procedures and make 

sure workers do not bypass them, thorough instructions for cleaning repairing, 

maintenance and emergency procedures. (Ministry of Business, 2013) 

2.6.2. MACHINE HAZARD CONTROL 

Hazards in operation of machinery can be found when operators get 

caught, entangled or injured by machinery. Among the factors that are to be 

reflected upon are: visibility, orientation and to anticipate work practices. All 

these are aimed to provide a more secure environment. (Ministry of Business, 

2013) 

2.6.3. IMPLEMENTING CONTROL MEASURES 

Effective operation can be guaranteed by following guidelines that 

address arrangements for appropriate guarding installments, arrangements for 

provisions, instructions and supervisions, maintenance for machines and 

safeguards, effective reporting of malfunctioning with machinery. (Ministry of 

Business, 2013) 

2.6.4. KEEPING DOCUMENTS AND RECORDS 

Effective regulations require keeping records updated on every 

modification made, this action can ensure the safety of the operators because 

it demonstrates compliance with legal obligations and the level of 

documentation should be appropriate to the level of risk (Ministry of Business, 

2013) 

2.7. METHODOLOGICAL APPROACH 

The methodology selected for this project was based on the descriptive 

reference to an established Source Text in English and a projected Target Text 

in Spanish together with the strategies undertaken to render it and the analysis 

of cross linguistic equivalence when facing important decisions connected to 

the outcome of the project: the product. 
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2.8. RESEARCH INSTRUMENTS 

For the development of this annotated translation project it was 

necessary to design an analysis table so as to establish guidelines regarding 

the items to be annotated. Salient features considering the nature of the 

document to be translated and annotated were seen as descriptors to the 

process. 

The first point of analysis was the document field, which has been 

established as technical.  

Table 1 Descriptors found in ST and TT 

Descriptors ST TT 

D1. Complex words (words often used ad-hoc in 

order to convey a defined and prompt meaning to be 

used in a certain situation) 

x x 

D2. Borrowings (words that cannot be fully translated 

into the TT and need to be used as is in the ST for 

intended purposes) 

x x 

D3. PSE (Perfect semantic equivalences) – If 

possible a list of all PSEs will be listed to 

demonstrate that in technical translation words have 

to be universally equivalent in order to accurately 

provide information. 

x x 

D4. Semiotics – Intersemiotics: For this type of 

technical translation several symbols and drawings 

or sketches used in the die-cutting field that can 

transcend the barrier of languages and still converge 

the intended meaning. 

x x 

D5. Terminological bank (a comprehendible list of 

words used in the die-cutting business and/or 

documentation alike 

x x 
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2.9. FINDINGS 

 

Based on the five descriptors established, the ST and TT were analyzed 

and relevant contributions to the technical translation field are described 

herein. 

It is worth noting that when a Text1 has been translated into a Text2 

and someone attempts to reverse-translate it, then the product will necessarily 

be a Text3 and not Text1. These are common misconceptions when translating 

documents. The performer or performers of the translated texts may not be the 

same person and thus do not have the same mind to render the same ST. 

For the Pre transfer stage, a formal interview (See Appendix # 3 - 

Interview) was made on the staff of PROCARSA on October 2014. The 

objective of the interview was to identify the amount of operators of ETERNA 

Machine and machines alike who speak English, or effectively use it for their 

daily activities; the interview was also aimed at finding out the amount of people 

who use English unconsciously when they operate a machine only because 

experience granted them with the expertise for such operations. The Interview 

inquires whether or not the staff considered useful to know the language (SL: 

English) in case of an unforeseen event that would require them to actually 

check for a solution or a procedure based on instructions from the 

manufacturer.  

The information obtained from the interview revealed that only 10% of 

the staff (30 operators) know English at a functional level, i.e. to a level in which 

they can communicate effectively but in a limited environment. 90% of the staff 

only used English (technical English) in order to operate machinery with very 

basic instructions such as ON and OFF or dispatch or load procedures. 70% 

of the staff thought that the likeliness of an event where they would be required 

to solve a problem by revising actual manufacturer’s documentation was 

non-existent. Response from Mr. Garcia were based on the fact that years of 

experience cover all occurrences where immediate intervention of expert 

operators is deemed as necessary. (Jimmy Garcia, 2014) This; however, 

represents a faulty assumption and if this argument faces international 
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Standards it will be prone to disapproval. Thus justifying the need for the 

rendering of the manual.  

By using this translation, operators would not have to rely solely on their 

experience, which is on itself a limitation to the actual capacity for solving 

problems, but will now have a source where they can get the necessary 

information upon which apply their experience for working out a solution for a 

unforeseen malfunctioning. 

Some semantic instances can be clearly identified at the beginning of 

the translation. In the title of the document, clarification is needed for people to 

know that the document is a manual intended for a specific product besides 

the model for classification purposes. As the ST is a translation from Chinese 

to English, it has losses that do not have to be accounted for because the 

target audience are machine operators and it may have been overlook as long 

as there is one provider, “ETERNA”; however, as the company works with 

other brands as well and owns other types of machines, the compensation was 

made. (See Appendix 1 and 2). 

In the rendering the descriptors established on Table #1 portray an 

outline for the linguistic approach given to this work. For a better 

comprehension of the aforementioned descriptors, they will be labeled and 

referenced in the following lines. The annotations follow the pattern of ST being 

English and the TT being (Globalized) Spanish. 

 

D1. Complex words (words often used ad-hoc in order to convey a 
defined and prompt meaning to be used in a certain situation) 

The words listed below do not have a defined meaning on their own, these are 

often created to convey meaning in a certain situation, as in the case of this 

work, they allow for the terminology needed in order to label the mechanical 

parts of a machine that are named after the use for which they were created. 

Furthermore, patents apply to words and whole inventions regarding 

mechanical parts of machines, this is also a limitation that can be tackled by 
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rendering complex words and terms. (United States. Patent Office, 1872). The 

references herein are present in the Original ST manual (See Appendix 1) 

 

 Die cutter (ST / n.): (ST Pages # 1-6, 1-7, 5-12) 

TT: Cortadora de Moldes. (Maquina Troqueladora) 

The machine used to cut the design patterns made on blueprint onto 

cardboard to render the prior stage in the production of a box. 

 

 Warp Board (ST / n.): (ST Pages # 2, 9-3) 

TT: Tablero de Urdimbre. (Tablero de Deformación) 

Warp boards are linked to the machine usage for they contain the 

patterns as if they were used in a knitting machine to make carvings in 

the cardboard. It allows warping of the corrugated cardboard. 

 

 Recouping wrench (ST / n.): (ST Pages # 2-3) 

TT: Llave de recuperación. (Manivela para retornar a la posición de 

descanso) 

This wrench is used to set the device in a levered position from any final 

position to the initial position or recouping position (rest position). This 

state indicates the stepping down of a process of the machine. 

 

 Die (ST / n.): (ST Pages # 3-2, 5-12, 6-1, 6-3, 6-5, 6-9) 

TT: Dado (Troquel / Dado para troquelado) 

A die or troquel is a perforated block through which metal or plastic is 

drawn or extruded for shaping. It is used to for the warping in the 

corrugated cardboard. 

 Die chase (ST / n.): (ST Pages # 6-9, 6-10, 9-4) 
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TT: Mesa para troquelado (Mesa para troquelado) 

The die chase is a rectangular steel or iron frame in which letterpress 

matter is locked (as for printing), in this case for warping the corrugated 

cardboard and for cutting using the die cutter. 

 

 Crank Shaft (ST / n.): (ST Pages # 11-3, 11-4) 

TT: cigüeñal (cigüeñal) 

A shaft consisting of a series of cranks and crankpins to which the 

connecting rods of an engine are attached. It belongs to the orchestra 

of parts in the ETERNA machine. 

 

 Oil Nipple (ST / n.): (ST Pages # 11-2) 

TT: engrasador o boquilla roscada. (Racores para entrada de aceite) 

An oil nipple is a small projection through which oil or grease is injected 

into machinery. 

 

 Jogger / Jogging (ST / n.): (ST Pages # 1-2, 1-4, 1-5, 8-5) 

TT: basculador / movimiento (Basculador / Movimiento del basculador) 

The joggers are devices in the ETERNA Machine help the feeding to 

the material to be placed into the machine and control the speed at 

which the process is carried out (jogging). 

 

 Jog feed (ST / v.): (ST Pages # 1-2, 1-4, 1-5, 8-5) 

TT: alimentación por movimiento (to align the edges of piled sheets of 

corrugated cardboard by hitting or shaking against a flat surface) 

To jog feed in this case is meant to align the edges of piled sheets of 

corrugated cardboard by hitting or shaking against a flat surface  
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 Trims (ST / n.): (ST Pages # 7-5, 7-7, 7-8) 

TT: reguladores (reguladores de corte) 

Trims belong to the series of devices in the Stripper section of the 

machine that are in charge of disposing the excess of material by cutting 

the extra material from the final product. 

 

 Real Line and Broken Line (ST / n.): (ST Pages # 1-11, 9-2, 8-5, 9-5) 

TT: Línea Real y Línea Rota (Línea Continua y Línea Entrecortada) 

Patterns displayed by the PLC in the ETERNA machine. It indicates the 

sheet pusher is operative (real line) or inoperative (broken line). 

 

 Filler (ST / n.): (ST Pages # 6-19, 6-22) 

TT: Piezas de relleno 

Specific pieces in the machine that serve as space occupying bodies 

for a determined location in the internal mechanisms of the die cutter 

and other machines. 

 

 Dogbone Connection (ST / n.): (ST Pages # 5-12) 

TT: Conexión de Hueso de Perro  

Selectively trimming a portion of a beam allows connection strength to 

exceed beam strength without the need to develop a stronger 

connection (Modern Steel Construction, 1996) 
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D2. Borrowings (words that cannot be fully translated into the TT and 
need to be used as is in the ST for intended purposes) 

During the rendering borrowings were found that are commonly used by 

machine operators and interchangeably applied to the same semantic 

equivalence. No favorable response was obtained on where the borrowing 

came from or why it bore such name. None except for PLC, which was briefly 

explained by Mr. Garcia in the interview. 

 

 Relay (ST / n.): (ST Pages # 1-19) 

TT: Interchangeably used as “relé” and written also as “relay” 

Pronounced /re’le/ (Relé o relevador / dispositivo mecánico electrónico) 

An electromagnetic device for remote or automatic control that is 

actuated by variation in conditions of an electric circuit and that operates 

in turn other devices (as switches) in the same or a different circuit. 

 

 PLC (ST / n.): (ST Pages # 2-2, 1-18, 10-21) 

TT: PLC (Programmable Logic Controllers) - (Controladores Lógicos 

Programables) 

Basically a relay is an electrically powered switch. A relay has two main 

parts, a coil and switch contacts, normally several separate sets of 

switch contacts. (Howard Hendricks, 2002) 

 

 OS and OOS (ST / n.): (ST Pages # 1-3, 1-4) 

TT: OS lay and OOS (Operator Side) - (Operator Opposite Side) 

Abbreviations to indicate the place where the switches are in respect to 

the operator’s position.  
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D3. PSE (Perfect semantic equivalences) – If possible a detail of all 
PSEs will be listed to demonstrate that in technical translation words 
have to be universally equivalent in order to accurately provide 
information. 

The following words belong to a classification known as Perfect Semantic 

Equivalence where in the ST as in the TT, the terms are equivalent without 

variations in semantics. 

Table 2 Perfect Semantic Equivalence terms 

ST – English TT – Spanish  
Dogbone Connection Conexión de Hueso de Perro 

Jogger Basculador 

crank shaft Cigüeñal 

corrugated cardboard Cartón corrugado 

ratchet Trinquete 

pawl Gatillo 

Kraft paper Papel de embalaje 

Stepped cam Leva de distribución 

 

D4. Semiotics – Intersemiotics: For this type of technical translation 
several symbols and drawings or sketches used in the die-cutting field 
that can transcend the barrier of languages and still converge the 
intended meaning. 

The following Table shows some graphics and designs that are aimed towards 

transmitting a universally accepted message. Symbols that amount to 

complete ideas or actions are part of the intersemiotic realm.  

Table 3 Intersemiotic References to ST 

 

Page # 1-18 from ST 

Conveys the ON / OFF 

alternative and thus the 

power switch is implied. 
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Page # 1-21 from ST 

Conveys stripper section 

of the machine due to the 

little protuberances at 

the bottom as if they 

were teeth. 

 

Page # 1-9 from ST 

Conveys changes in 

speed for the conveyor 

and so the jogging 

movement is applied. 

 

Page # 1-6 from ST 

Conveys the concept of 

Potentiometer in order to 

change the dial 

accordingly. 

 

Page # 1-14 from ST 

Conveys the switching of 

position (up and down) 

of the control delivery 

main pallet 

 

Page # 1-22 from ST 

A combination of these 

symbols conveys a 

much broader idea. In 

this case is the machine 

stop main switch 
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Page # 5-10 from ST 

This design conveys the 

lateral perspective for 

the guides and the 

sheets of corrugated 

cardboard fed into the 

machine. 

 

Page # 6-7 from ST 

This part of a blueprint 

for the diecutting stage 

shows the SI units of 

measurements applied 

as it is an international 

convention for 

measurements. 

 

Page # 6-15 from ST 

The corrugated 

cardboard and the 

sections that are 

represented by line 

segments are common 

in the diecutting 

business for they give an 

idea of how the box will 

look like after creasing. 
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Page # 6-22 from ST 

This representation 

implies a warning for the 

size of the materials 

used in the process. This 

helps readers and 

operators understand 

numbers faster than 

words. 
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D5. Terminological bank (a comprehendible list of words used in the 
die-cutting business and/or documentation alike) 

A list of all the terms found in the ST that belong to the die cutting process and 

die cutting business. Alongside this are very brief descriptions or equivalences 

for the terms 

Table 4 ST and TT Terminological bank with semantic equivalences 

ST – English ST – Spanish 
Die cutter Troqueladora 
warp board Tablero de deformación 
warpness deformación 
recouping wrench Llave para posición de descanso 
recouping position Posición de Descanso 
die Troquel 
oil nipple Racores para entrada de aceite 
jogger basculador 
die chase Mesa de troquelado 
jog feed Alimentación por movimiento 
crank shaft cigüeñal 
jogging Movimiento de basculador 
back-stopper tapón 
toggle system Sistema de cambios (alternador) 
platen rodillo 
chase Mesa para troquelar 
gripper Pinza de cogida 
gripper bar Barra de sujeción 
trims Reguladores de corte 
spring resorte 
clogging atascamiento 
conveyor Cinta transportadora 
corrugated cardboard Cartón corrugado 
pin Perno 
bolt tornillo 
drive accionamiento 
back-stopper tapón 
tool Cuchilla 
oil line Tubería de aceite 
lengthwise longitudinalmente 
real line Línea continua 
Broken line Línea entrecortada 
filler Pieza de relleno 
tip punta 
straps correas 
centerline eje 
notch muesca 
toggles alternadores 
wheel crank Manivela de timón 



Annotated Translation of ETERNA Manual for PROCARSA 

23 

declutch Quitar el embrague 
ratchet trinquete 
spanner Llave inglesa 
crease doblez 
pallet Bandeja de carga 
stripper separador 
sprocket Rueda de espigas 
pawl gatillo 
shaft eje 
stroke recorrido 
actuate Accionar o mover 
in feed Alimentación de entrada 
photocells Células fotoeléctricas 
delivery back stopper and front edge stripper Tapón de distribución y separador de 

borde frontal 
pallet Bandeja de carga 
PLC Programmable Logic Controllers 
OS operator side 
OOS Operator opposite side 
Cam shaft Árbol de leva 
Kraft paper  Papel de embalaje 
Dog bone connection Conexión de hueso de perro 
Housing carcasa 
Bearing apoyo 
Stepped cam Leva de distribución 
Holder contenedor 
Shims Nivelar con una pieza de material un 

calce 
beam viga 
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2.10. CONCLUSION AND RECOMMENDATIONS 

At the post transfer stage, the translator finds the limitation and the 

scope of the work done. Alongside this, the person required to carry out the 

rendering should have some general knowledge of the subject matter of the 

job; this, however, is not always the case. In order to solve this issue the 

company or client should provide training on the subject. This would give the 

translator a better perspective and a far more useful set of tools based on new 

experiences on how to deal with the rendering. 

Another point that needs to be taken into consideration is that of the 

way the rendering has to be done. In order to meet a deadline, certain methods 

and decisions need to be taken regarding the management of time.  

This rendering amounted to a time frame of several weeks. The given 

deadline was only a month so a constant work and very precise actions were 

taken. They included staying up until late hours of the night, rechecking pages 

and graphics instead of letters and other dealings necessary to conclude this 

Project. No breaks were taken for the duration of the rendering, consequently, 

constant work is required.  

The translator’s own Schedule is mandatory in order to achieve a 

degree of effectiveness and avoid unnecessary time waste. A set of materials 

be them tangible or intangible need to be established beforehand so that the 

resource most valuable is preserved, time is essential and its administration is 

paramount to meet deadlines. 

The translator often faces several problems with the document at hand 

before rendering the product. In this case, the product had to be exactly like 

the original because it was a manual of a machine that will be operated by 

people and accuracy and precision in instructions is vital for the correct working 

environment and safety compliant procedures of the machine. To achieve an 

adequate workflow, the translator needs to be given proper documentation 

regarding the ST. In this project the document for the ST was in a pdf file 

encoded with an old version of Adobe Acrobat. A document like this is complex 

when attempting to go through the pre transfer process due to the actual format 

equivalences alongside the version of the word processing software used.  
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Conclusively, the company or client should grant flexible options for the 

ST so that the rendering could be more feasible in digital format when needed. 

For this project, the digital format was key to preserve the structure, nature and 

intent of the manual for the ETERNA Machine. 
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3. DESCRIPTION OF THE PRODUCT 

The ETERNA PE1620SA-Extra manual is a technical document that is 

used by operators in PROCARSA S.A. a company in the die-cutting business. 

This manual is divided into eleven chapters and the digital version is in portable 

document format (*.pdf) and it encoding is prior to Adobe Acrobat 9.0. It is 

worth mentioning that Adobe Acrobat XI was used for the rendering process 

from the pre transfer through the post transfer. 

The ETERNA PE1620SA-Extra manual used as a ST was found in a 

foreign language other than English as the original language used in the 

manufacturing process. This limitation gives way to errors and or economical 

factor in the usage of words to describe things and processes. The language 

of manufacturing was Chinese, and from that, English became the TT2 

(assuming Chinese was ST2). Between these languages there are a myriad of 

losses in translation but they will not be described in this work for the rendering 

documents cannot be held accountable. 

An interview is also part of the process for the rendering of the product 

related to the transfer for the ETERNA manual from SL English to TL Spanish. 

The interview attempts to show a more accurate perspective of the amount of 

workers depending on the necessity for the use of the manual in the company. 

The manual originally is in English, roughly translated from Chinese. And the 

TL is Spanish. The interview will present the need for this translation and the 

language used is Spanish. The target of the interview is the chief of department 

of the operation for die cutting machines at PROCARSA, Jimmy Garcia. 

The original document contains instructions in English and diagrams 

portraying instructions or often directed towards a specific action. There are 

full-color pictures for some of the parts of the machine and the blueprints for 

the design of die cutters remain unchanged expect for the numbers and units 

based on the SI (Système International d'Unités) (BIPM, 2014) 
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5. APPENDIX 

In the following pages evidence of the aforementioned cross-referenced 

materials is present. 

First the original ST in SL English as is from the original pdf file used. The next 

appendix is the actual rendering marked as the Final product for the 

translation. 

Then follows the Interview with Jimmy Garcia, where it is stated that the need 

for a rendering of ETERNA die cutting machine is requested from PROCARSA. 

Photos obtained from a visit to PROCARSA are shown and staff operators can 

be evidenced. 
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1. ETERNA PE1620SA-EXTRA MANUAL (ST - ENGLISH) 
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INSTRUCTIONS

PE1620SA-Extra

ETERNA
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INDEX

1. General operation control

A. Operation Panel – Feeder. Symbol 25-35

B. Operation Panel – Diecutter. Symbol 20,21,41-50

C. Operation Panel – Stripper. Symbol 55-59

D. Operation Panel – Delivery back stopper and front edge stripper. Symbol 61-65

E. Operation Panel – Delivery. Symbol 71-86, 91, 92

F. Operation Panel – Manual Drive. Symbol 39, 40

G. Indicator Lights – Self-diagnostic Display Panel. Symbol 1-8, lamps 9-19.

2. Main Drive

2.1 Description

2.2 Speed control

2.3 Start up of motor and machine

2.4 General Synchronization

2.5 Start-up

2.6 Manual drive

3. Sheet traveling check

3.1 Functions of the photocells

4. Physical protections

4.1 Various safety devices

4.2 How to get into machine

4.3 Emergency stop

5. Feeder

5.1 Operation

5.2 Setting the feeder

5.3 Warp board

6. Diecutter

6.1 General description
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6.2 Control of cutting force

6.3 Platen locked under pressure

6.4 Description of die-cutting equipment and materials

6.5 Fitting of die into chase

6.6 Handling of die-cutting equipment

6.7 Make ready

6.8 Creasing counterparts

7. Stripper

7.1 Description

7.2 Rise and descent of stripping frame

7.3 Fitting of female stripping board

7.4 Working without stripping

8. Delivery

8.1 Description

8.2 Front stripping

8.3 Pre-selection counter

9. Make-ready and start-up

10. LCD Display

11. Maintenance and Lubrication
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SPECIFICATION & TECHNICAL DATA

Possible stock:

Solid board Min.1.5mm

Corrugated board F.E.C.B.A.AB and other flute up to 9mm

Sheet size Max. 1620x1200mm (635/7”x421/5”)

Min. 650x450mm (252/5”x172/3”)

Cutting size Max. 1600x1180mm (63”x462/5”)

Inner chase size 1630x1215mm (641/6”x473/5”)

Cutting plate size 1650x1186mm (664/5”x506530
/31 x46

11
/16”)

Gripper edge waste Min. 12mm

(Distance from first knife to sheet front edge)

Gripper bite margin Min. ±3mm

Cutting pressure Max. 400 tons

Main motor power 22KW

Total power connected load 30KW

Voltage 380V, 3PH, 50/60HZ

Net weight 32 tons

Machine dimension 9980x5670x2480mm (LxWxH)
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INSTRUCTIONS
PE1620SA-Extra

Chapter 1

GENERAL OPERATION CONTROLS

ETERNA
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1. GENERAL OPERATION CONTROLS

A. FEEDER 25-35

Selector switch of blower

To switch on: put selector switch on 1.

To switch off: put selector switch on 0.

2-position selector switch of feeding roll

To switch on: put selector switch on 1.

To switch off: put selector switch on 0.

Push button for continuous operation.

When power is on, press this button and hold for 3 seconds then release, the

machine will start.

Two-step push button for jogging

Depress and release this push button, siren will be signaling. within 3 seconds

after siren signaling stop, depress this push button again. Keep pressing for

jogging, release to stop jogging.

Mushroom machine stop push button.

To declutch and stop machine without stopping main motor.

Three-position selector switch for rear jogger.

Pos.0: inoperative.

Pos.1: one stroke per sheet.

Pos.3: one stroke every three sheets.

27

28

29

25

26

30
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Push button for adjusting the front guide position down.

Push button for adjusting the front guide position up.

3-postion selector switch of side gauge adjustment

Left: Operation surface control

Center: Simultaneous control of operation and drive

Right: Drive surface control

Side gauge increase button

Side gauge decrease button

Stop button

The same as 50

Three-position selector switch for side jogger (OOS):

Pos.0: inoperative.

Pos.1: one stroke per sheet.

31

32

33

34

35

50

51
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Three-position selector switch for side jogger (OS):

Pos.0: inoperative.

Pos.1: one stroke per sheet.

Pos.3: one stroke every three sheets.

Potentiometer for setting vacuum volume of blower of feeder:

Turning dial clockwise: Increase.

Turning dial counterclockwise: decrease.

52

53
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A: FEEDER
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B. DIE CUTTER 20,21,41-50
Push button for die chase locking,

Depress once to lock the chase.

If the chase is locked, depress once to unlock the chase.

Push button for moving the lower platen down to “die chase out” position.

Depress this push button, the lower platen will move down to the lowest

position and stop.

Main power key switch.

Pos.0: to cut off the main power of the machine completely.

Pos.1: to turn on the main power of the machine after the switch on the main

power box turned on. The key switch in this position will enable machine

control circuits and motor to be ready for function.

Push button for controlling main motor.

Depress the push button to stop the main motor.

Potentiometer for setting running speed.

Turning dial clockwise to increase speed.

Turning dial counterclockwise to decrease speed after the Potentiometer is

actuated by push button 46.

Two step push button for start up of control circuits and continuous run.

Identical to 27

Mushroom machine stop push button.

Identical to 29

20

21

42

43

44

41

45
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Luminous push button for speed acceleration and deceleration.

To increase the speed, setting the potentiometer 43 at the position which

represents the speed desired, press the button, light in the button shall be on,

the speed will accelerate progressively up to the rate set on the potentiometer.

Depress the push button again to decrease the speed down to crawling speed

Two step push button for jogging.

Identical to 28

Selector switch for photocell system inspection.

Pos.0: photocell off.

Pos.1: photocell on.

Push button for controlling main motor.

Depress the push button to start up the main motor.

Emergency mushroom stop button.

Depress this push button to stop the die cutter even with platen in upper

position. Main motor will slow down to minimum speed and stop.

46

47

48

50

49
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B: DIE CUTTER
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C. STRIPPING 55-59

Luminous push button for moving upper chase up.
Depress this push button and keep pressing, upper chase will continuously

move up.

Release the push button to stop. The light in the button will light up if the

chase hits the up limit position and chase will stop moving.

Luminous push button for moving upper chase down.

Depress this push button and keep pressing, upper chase will continuously

move down. Release the push button to stop. The light in the button will light

up if the chase hits the down limit position and chase will stop moving.

Two-step push button for jogging

Identical to 28

Two-step push button for start up of control circuits and continuous run.

Identical to 27

Mushroom machine stop push button.

Identical to 29

55

57

58

59

56
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C: STRIPPING
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D. DELIVERY BACK STOPPER AND FRONT EDGE STRIPPER 61-65

Luminous swivel selector switch for moving the delivery back stopper

forward and backward

Turn to left and hold it to move the back stopper forward continuously.

Release the switch to stop. Turn to right and hold it to move the back

stopper backward. The light in the switch will be on if the back stopper

hits ultimate position at each end.

Selector switch for sheet pusher.

Broken line: sheet pusher inoperative.

Real line: sheet pusher operative

Selector switch for gripper opening at front waste removal.

Left: close

Right :open(open gripper and release front waste,lamp will light up)

Two-position luminous selector switch to lock and unlock the upper front

edge waste stripping tool.

Left: unlock (light in the push button will light up to indicate the tool is not

locked ).

Right: lock (to clamp the upper front edge waste stripping tool in the carrier).

Two-position luminous selector switch to lock and unlock the lower front

edge waste stripping tool.

Left: unlock (light in the push button will light up to indicate the tool is not

locked).

Right: lock (to clamp the tool in the holder).

65
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D: DELIVERY BACK STOPPER AND FRONT STRIPPER

63
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E. DELIVERY

Two-position selector switch for turning on and off the counter.

Pos.0: off.

Pos.1: on.

Push button to stop the blower of feeder.

Depress this push button to stop the blower of feeder.

Preselect batch counter determining number of sheets to be batched in

delivery.

Depress knob underneath each digit dial to allow pre-selection of number of

sheets to be batched.

Three-position selector switch of counter/ejector control

Auxiliary cylinder will come out when pre-set quantity of sheets

batched in full to catch the sheets of next batch. In between, there can

be sheet interval.

Pos.1: No sheet interval at pre-set bundle quantity.

Pos.2: One sheet interval at pre-set bundle quantity number.

Pos.3: Three sheets interval at pres-set bundle quantity.

Two-position selector switch to turn on and off the front edge waste remove

conveyor

Pos.0: off.

Pos.1: on.

Luminous push button to withdraw the auxiliary cylinder.

Depress this push button to withdraw the auxiliary cylinder. The light in

the button will light up to indicate the status.

Two-step push button for start up control circuits and continuous run.

Identical to 27.

71
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Mushroom machine stop push button.

Identical to 29.

Luminous push button for speed acceleration and deceleration.

Identical to 46.

Two-step push button for jogging.

Identical to 28.

Luminous push button to push out the auxiliary cylinder.

Depress this push button to push out the auxiliary cylinder. The light in

the button will light up to indicate the status.

Two position selector switch of delivery conveyer.

Pos.1: Automatic sheet pile moving out to delivery table (when

machine is running).

Pos.2: Manual sheet pile moving out to delivery table (when machine is

inoperative)

Two position selector switch for control delivery main pallet up and

down.

Left : going down.

Right: going up.

Timer for setting delivery main pallet descending stroke distance.

Turning the dial to set the desired time allowing main pallet descending.

78
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Push button to start up the blower of feeder.

Depress this push button to start up the blower of feeder.

Sheet counter zero resetting knob at bottom of unit.

Emergency stop button.

Depress this push button to stop the die cutter even with platen in

upper position. Main motor will slow down to minimum speed and stop.

Tow position selector switch of delivery auxiliary pallet.

Identical to 82.

Mushroom machine stop push button identical to 29.

F. MANUAL DRIVE

Two-position selector switch for manual drive

Pos.0: following machine operation status. (manual drive is not allowed.)

Pos.1: ready for manual drive. Insert and push in the ratchet wrench to actuate

the clutch on, now the machine is ready for manual drive.

Mushroom machine stop push button.

Identical to 29.

86
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F: MANUAL DRIVE
E2: DELIVERY

E3: DELIVERY
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 G. INDICATOR LIGHTS ON SELF-DIAGNOSTIC DISPLAY PANEL

Indicator light, signaling main power supply on

Indicator light, signaling DC power supply on.

Indicator light, signaling PLC run.

Indicator light, signaling insufficient air pressure form compressor or factory

main air source, pneumatic clutch/brake not operative.

Indicator light, signaling torque limit coupling declutched.

Indicator light, signaling emergency stop actuated.

Indicator light, signaling ordinary stop switched on.

Indicator light, signaling one of the safety guards not closed.

7

5

4

3

2

1

8

6
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Indicator light, signaling delivery trouble, sheet not released at delivery.

Indicator light, signaling sheet pile at delivery goes over the height limit,

machine stop, siren actuated.

Indicator lamp – difficulties with the sheet transfer at the output end of the

stripping station.

Indicator lamp – difficulties with the sheet transfer at the output end of the

diecutting station.

Indicator light, signaling die chase not locked.

Indicator light, signaling die cutting plate is not pushed to the end position.

Indicator light, signaling oil pressure in main cycling circuit too low or oil

pump thermo relay trapped off.

Indicator light, signaling sheet front edge misaligned at front lay.

Indicator light, signaling double sheet detector trigged.

Indicator light, signaling sheet early arrival at infeed.

Indicator light, signaling main motor over loaded.

9
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B-C STRIPPER OUTLET PHOTOCELL

Stripper outlet photocell three position selector switch

Pos.1: Operation side sheet out detect sensor

Pos.2: Drive side sheet out detect sensor

Middle position: Sheet out detect sensor for both o.s. and o.o.s.

Diecutting outlet photocell three position selector switch

Pos.1: Operation side sheet out detect sensor

Pos.2: Drive side sheet out detect sensor

Middle position: Sheet out detect sensor for both o.s. and o.o.s.

C2 MACHINE STOP KEY SWITCH (At o.o.s. of stripping section)

Pos.0: Key switch is activiated, machine stops.

Pos.1: Key switch is not activiated, machine runs normally.

96

95
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B-C: DIECUTTING & STRIPPING OUTLET PHOTOCELL

C2: MACHINE STOP KEY SWITCH

9695
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2. MAIN DRIVE

2.1 DESCRIPTION

The machine is driven by a 3-phase AC motor with inverter speed control.

The motor drives the worm through a flywheel and a pneumatic clutch/brake. The clutch operates when

either the jog button (28) or the continuous run button (27) is depressed. The worm moves the lower

beam of the platen through a mechanism consisting of wheel crank and toggles.

2.2 SPEED CONTROL

The speed of the main motor of the machine is set through an inverter, controlled by a potentiometer.

Potentiometer at zero = minimum speed of machine, that is 1200 cycles/hour.

Potentiometer at 10 = maximum speed of machine, that is 4500 cycles/hour.

To increase the speed, set the potentiometer at the position which represents the speed desired, press

push button (46), light in the button shall be on, then with progressive acceleration up to the rate set on

the potentiometers, to press the push button again to decrease the speed down to crawling speed.

2.3 START-UP OF MOTOR AND MACHINE

After switching-on the main motor, a 10-second timer prevents the clutching-in of the machine as long

as the motor and flywheel has not reached their full speed. The first push on the jog or continuous run

button merely operates a hooter. When the hooter stops, the button is to be actuated again in order to

start up the machine.

2.4 GENERAL SYNCHRONIZATION

The general synchronization and also the sheet transfer check operated by sensors, controlled by PLC

through an encoder linked to the main drive, the general synchronization at sheet transfer timing can be

adjusted through program LCD in PLC through LCD screen.

2.5 START-UP

1. Switch on the main switch.

2. Turn select switch (41) to switch on control circuits.

3. Start the main motor through push button (42).

4. Turn select switch (48) to actuate sensor detect circuit.

5. Start the pressure-vacuum pump through switch (25).

6. Depress push-button (47) for jog or (44) for continuous run.
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2.6 MANUAL DRIVE

Manual drive is necessary in the following cases:

1. To release the platen from its upper locked position, if jogging is not sufficient (see 6.3).

2. To restore torque limit coupling device.

Proceed as follows:

1. Stop the main motor. Do not depress an emergency stop, because the brake release push-button

would be inoperative.

2. Insert and push in the ratchet wrench at the end of the shaft (fig. 2.3). Turn the safety switch (39) to

1 position. Then clutch will be on. And operate the ratchet wrench. (see fig. 2.1)

Right: Reverse run.

Left: Forward run.

3. Turn selector switch(39) to position 0.Remove ratchet spanner, pull lever down and pull out

gearwheel to separate the shaft and manual drive.

Pull the lever down to declutch the shaft end to the main drive.

4. To restore torque limit coupling device.

When gripper bar’s movement is forced to slow down or to stop by any obstacle and the counter

force produced is over the torque limit set, the torque limit Coupling Device will be disconnected to

prevent the index and related main drive system from damage by the shock. Should it be happened,

the indicator light 5 shall be on and signaling the declutch of the torque limit coupling device and

the timing of the gripper bar with the main machine is out. In this case the torque limit coupling

device needs to be restored per following procedures:

a. Open the transparent safety door at in feed.

b. Fit the recouping wrench on to the flange of the chain sprocket wheel with the extension bar.

c. Turn the recouping wrench downward till the device is restored at the recouping position. At

this moment a click noise shall be heard. (see fig. 2.1)

d. Depress push button 49(P1-7) and check the indicator lights to see if it is turned off. If yes,

the torque limit device is restored, If push button 49 doesn’t work and indicator light is on,

need to repeat the above steps(1-3).

e. Take the recouping wrench off and close the door.

f. Manually drive the machine per steps mentioned in 1,2,3 to check if the timing between

gripper bar and machine is correct. If yes, machine is in ready to run condition again.
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TORQUE LIMIT CLUTCH

Fig. 2.1
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Reduced gear and safety system for manual drive

Insert and push in the ratchet wrench at the end of the shaft.

Fig. 2.2

Fig. 2.3
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3. SHEET TRAVELING CHECK

3.1 FUNCTIONS OF THE PHOTOCELLS (fig. 3.1)

3.1.1 Infeed Photocell (18)

The photocell is at the top, facing down.

Purpose:

To check if sheet arrives early. At machine degree 200 205 , infeed photocell PH2

check to the sheet arrival, if sheet arrives, light 18 will be on, machine stops.

3.1.2 Front Lay Photocell (16)

Two fiber photocells at the bottom.

Purposes

1) To check the sheet arrival timing at front lay.

2) Just after the gripper bar starts moving, it checks whether the sheet has been carried

away. If no sheet is detected, but the Infeed photocell(18 ) did detect the sheet, machine

will stop.

3.1.3 Platen Outlet Photocell (12)

The photocell is at the top facing down.

Purposes

1) If photocell (16) has detected a sheet during the previous cycle, photocell (12) checks

whether it has appeared at the platen outlet. The sheet is checked on a position from the

front edge, at a previously chosen point, which is determined by the adjustable disk of

program in PLC. The photocell detects whether a sheet has appeared completely from

the diecutting section, from a position at the diecutting support table. If no sheet is

detected, it shows the sheet has dropped in the diecutting section, then lamp 12 shall

light up and the machine stop.

2) To check whether the space between the end of the sheet and the following gripper bar

is free, which means that the sheet has not been dropped inside the stripper. In the

event of a fault, lamp lights up and the machine stops.

3.1.4 Stripper Outlet Photocell (11)

The photocell is at the top, facing down.

Adjust the side position of the photocells to make sure it is located on the right spot.

Purposes
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Identical to the platen outlet cell. Furthermore, these photocells provide the counting

pulses

needed for the batch separation. In the event of a fault, lamp (11) light up and the

machine stops.

3.1.5 Delivery Center Photocell

The three reflection photocell is mounted opposite to its reflector.

Purpose

1 Check whether the paper drops normally into the delivery section.

2 Wrong setting of the counter may cause the excessively high paper

piling.

In the event of a fault, lamp (10) lights up and the machine stops.

3.1.6 Delivery pile height photocell (10)

The reflection cell mounted opposite to their reflection.

Purpose

1) Check if there is any obstruction before the cylinder reaches out.

2) Check the rise and stop of the main lifting platform and the withdrawing of

the cylinder.

3.1.7 Delivery counter/ejector auxiliary cylinder photocell (10A)

The reflection cell is mounted opposite to a reflector.

Purpose

To check if it is clear before the cylinders come out. In case of a fault, lamp (10A) lights

up and the machine stops. Furthermore, it checks the main pallet coming up arrival, stop

the main pallet, then cylinders withdraw.

3.1.8 Delivery output cell ( 9 )

The reflection cell is mounted opposite to a reflection.

Purpose

To check if the paper pile is ejected and pushed out to the delivery table, then stop the

roller in turning and allow the main pallet to go up.
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Fig. 4.1

Fig. 4.2
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Fig. 4.3

Fig. 4.4
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Fig. 4.5

Fig. 4.6
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Fig. 4.7

Fig. 4.8
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4 PHYSICAL PROTECTIONS

4.1 VARIOUS SAFETY DEVICES

The machine has personnel safety switches at the following locations:

Feeder
-Reduction gears for manual drive.(fig. 4.1)

-Opening door protecting the sprocket wheels at platen inlet(fig. 4.2)

Platen

-Transparent guard.(fig. 4.3)

Stripper

-Transparent opening door, operator’s side.(fig. 4.4)

-Drive side safety door.(upper and lower)(fig. 4.5)

Delivery

-Transparent window, operator’s side.(fig. 4.6)

-Transparent opening door, delivery end.(fig. 4.7)

If one of these safety guards is not closed, the indicator light (8) lights up and the machine can not be

started.

If machine is running when one of these safety devices is opened, machine stops.

Important: It is extremely dangerous to make a safety switch inoperative for easier access to the

machine or for any other reason. In such events, we decline any responsibility.

4.2 HOW TO GET INTO MACHINE

For any servicing into the machine, the key (41) must be withdrawn. We decline any responsibility in

the event of an accident due to non-observation of this rule.

4.3 EMERGENCY STOP

In order to restart the machine after use of the emergency stop:

1. Reset the emergency stop push button 50.

2. Start the main motor (push button 49).

3. Actuate the sensor detect circuit (selector switch 48).

4. Depress push-button 44 to start up the machine.
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5. Start the blower (selector switch 25).

The machine is fitted with one device designed to prevent a mechanical failure in case of jam or of

overpressure.

It is torque limit coupling device protecting index unit.(to restore the torque limit device see 2.6

manual drive).
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Fig. 1 

Fig. 2 
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5.1 Note

5.1.1 LOWERING GRATE Figure 1

Description

The lowering grate is a “cross hatch” assembly which is positioned to span

the vacuum box. The grate bars are coated to reduce friction between it and

the corrugated board.

Function

The grate will rise and fall on each revolution of the machine (dependent on the position of

the feed interrupt and skip feed switches - see electrical control section).

Its purpose is to allow each consecutive sheet in the hopper to come into contact with the

feed wheels for a given time during the feed cycle. When the grate is in the low position the

board will feed forward. When the grate is in the upper position no board will feed.

Precautions

1. The grate is levelled to within 5 thousandths of an inch or 0.125 of a millimeter in both

directions. Any undue pressure or weight must be avoided, such as standing on the grate

bars, as any deviation on the level will cause feeding problems.

2. Do not attempt to remove any waste paper which may be trapped in the grate whilst the

machine is in operation.

5.1.2 FEED WHEELS Figure 2

Description

The feed wheels are comprised of two parts:-

a) Wheel core (aluminium)

b) Wheel tread (polyurethane)

The number of wheels depends upon the size of the machine into which the feeder

is fitted.
Function

The feed wheels rotate in both forward and reverse directions. On the forward stroke,

a sheet will be fed to the front lay of the gripper bar (dependent on the position of the feed

interrupt and the skip feed switches - see electrical controls section).
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Precautions

1. Do not attempt to remove any waste paper or any other item which may be trapped

in the feed wheel assembly whilst the machine is in operation.

2. Should any item become permanently in contact with the polyurethane tread whilst the

machine is in operation, then this should be removed as soon as possible. If allowed to

remain in contact it will cause a premature and unnatural wear pattern on the tread. Refer

to paragraph 1 above.

5.1.3 FRONT GUIDE/SIDE GUIDE (Figure 1)
The front guide/side guide shall be installed in the standard manner.

Precautions

The feed gates should be set to allow one sheet of board to pass but not two.

As a general rule, the front guide should be set to give 1mm clearance above the board.

This should prevent two sheets from passing through at the same time.

5.1.4 BACKSTOP Figures 3

Description

The backstop is an assembly which is set to be parallel to the feed rolls. It is adjustable to

cater for different sizes of board in the feed direction.

Function

The backstop is used to keep the board in the hopper firmly against the front guide. If the

individual sheets became uncontrolled in the hopper and therefore allowed to become “out

of square” to the feed rolls then this will result in an “out of square” box. It is important to

keep the board firm, but not too tight against the front guide to prevent the “out of

squareness” from happening.

The backstop can be positioned very close to the vacuum box or to a maximum distance

away depending on the length of the board the machine is capable of handling. Any

position in between max. and min. sheet can be reached at using the hand wheels - see

Figure 1.

To use the hand wheels first slacken off the locking device, turn the wheel until the desired

position is reached, then lock again once the positioning has been completed.

This locking device prevents inadvertent movement during machine operation. One hand

wheel controls the backstop upward and upward in the feed direction and the other hand

wheel controls the backstop forward and reverse in movement.

Precautions

1. Always ensure that the board is square in the hopper and use the backstop to keep

it square to the front guide.

2. Always use the locking devices on the hand wheels.

3. Ensure the area is clear before moving the backstop in any direction.
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5.1.5 VACUUM SYSTEM (Figure 4)

Description

The vacuum system is comprised of two main parts

a) The vacuum chamber

b) The vacuum fan

The vacuum chamber is basically the wheel box. It is divided into sections, the number of

which depends on the size of the wheel box. Each section can be shut off by the use of

slide gates. These are positioned at the base of the wheel box. Only the middle section

cannot be shut off and is permanently open to suction.

The vacuum fan creates the suction required to hold each sheet firmly against the lowering

grate. It is controlled by operating an electrical switch (see controls section). The amount

of suction is controlled through changing the frequency of the converter.

Function

To pull the corrugated paper evenly to the lowering grate, the suction system shall be

Fig. 3 
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provided with sufficient suction, which is very useful to the bent paper.

The vacuum slide gates control suction to sections of the wheel box, therefore the suction

can be concentrated to the size of board being run. The slide gates should either be fully in

or fully out.

Precautions

1) Caution should be used when the machine is in operation and the vacuum fan is on.

The suction is extremely strong and is capable of pulling any loose articles into the

vacuum chamber. Tools and other items may damage the impeller.

2) Ensure that the duct and dust collection system are clean, as any blockage will cause a

deterioration in efficiency.

5.1.6 ELECTRICAL CONTROLS Figure 1
Description

There are a small amount of electrical controls associated with the Primtec Accu-Feed.

They are:-

b) Feed interrupt

c) Skip Feed

They are all identified on the switch control station.

Fig. 4 
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5.1.7 BLOWER MOTOR (VACUUM FAN) SWITCH (2 position)
This switch will start the blower motor when it is in the 1 position and will stop the

blower when it is in the 0 position.

5.1.8 FEED INTERRUPT SWITCH (Push/Pull)
Set Switch 26 to position 1 to start paper delivery; and pull switch to position 0 to stop

delivery.

Setting UP Procedure

1) Obtain a sample of board to be run.

2) Using the machine datum set the feed gates for both position and height for the

appropriate size of sheet to be run.

3) Using the machine datum set the side guides for the approximate size of sheet to be

run.

4) Using a sheet of board to be run, place it in the feeder against the feed gates and set

the backstop to keep the sheet firm, but not tight against the feed gates.

5) Set the vacuum slide gate to the appropriate width of the sheet to be run.

6) When ready to run, switch on the blower motor and allow approximately 30

seconds for suction to be stabilized.

7) When ready to feed board through the machine, switch Feed Interrupt ON to allow

the sheets to be fed into the nip of the feed roll.

8) A Belly Bar can be used when running long and heavy board which tends to sag in

the unsupported region between backstop and vacuum chamber - see figure 1.

5.2 SAFETY AND OPERATING GUIDELINES

Feed Interrupt

1. Always stop the feed cycle (feed interrupt) before stopping the machine. This

prevents undue wear on the lowering grate mechanism and stops the grate

movement when there is no board present.

2. Try to stop the feed cycle (feed interrupt) as soon as possible after the last sheet

has been fed, then slow the machine down to a stop.

Pile Height

1.The board pile height in the feeder should be set at a reasonable level, dependent

on board quality. Generally, the level should be kept at the following height:-
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2. Try to place the board in the hopper and not to “slap” each handful down on the

top. This can cause a bad feed at the time of impact.

3.Do not stand or place any heavy objects on the feeder grate. This may distort the

grate bars and give poor feeding.

Front guide

Adjust as per the paper width, place
one piece of paper at one time

Front guide
Backstop

Middle sheet support bar
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Front guide Backstop

Middle sheet support bar

Front guide
Backstop

Middle sheet support bar
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Front guide
Backstop

Middle sheet support bar

Front guide

Backstop

Middle sheet support bar
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5.3 Maintenance

5.3.1 Cleaning

1 Blow off the dust on the feeder at each shift.
2 Blow off the dust on the suction chamber at the end of each shift.

Once every week
1 Lubricate the shaft bracket (one drop).
2 Lubricate all the remaining lubricating points requiring lubrication.

Once every month (remove the protection devices on both sides)
1 Rotate the delivery wheel.
2 Check the worn areas of the cam side.
3 Check the backstop.

a) Remove all the protection devices and lubricate all the backstop gears.
b) Check whether the backstop device operates correctly.

Once every year
1 Check the wheel to avoid excessive wear.
2 Remove and clean the vacuum closing slide gate and the impellor.
3 Replace the oil in the gear box.
4 Check the electric wire.
5 Check the lowering grate to ensure it is

a) Stable and
b) safe.

5.3.2 Recommendation for Lubrication
Description Lubrication Interval

Transmission
case

Shell gear lubricant 634 Discharge waste oil, flush and
replace with new oil

Bearing NLGI Grade 2 Once a week
Cam box NLGI Grade 2 Once a week
Sealed
control
bearing

NLGI Grade 2 Once a week

Input shaft NLGI Grade 2 (in sleeve) Packaging sleeve with
lubricant

Universal
joint

Light oil in central pin

Air hose No. 10 Keep full
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TROUBLE SHOOTING TIPS

Symptoms Possible Causes Remedies

Vacuum blower not running Turn on blower switch

Vacuum blower rotation (insufficient
vacuum)

See blower housing for correct
rotation

Backstop adjustment Refer to set-up guide
Pile height too high Reduce pile height to reduce

weight
Feed roll pressure Set to calibre of board
Grate level Refer to grate leveling

procedure

MISFEEDING
(SHEET

ADVANCES
QUARELY, BUT
NOT HOLDING

REGISTER)

Worn or damaged drive Check cam drive and
components dog bone
connections for excessive lash

Vacuum blower not running Turn on blower switch
Vacuum blower rotation (insufficient
vacuum)

See blower housing for correct
rotation

Wrong paper delivering distance

Adjust position of eccentric
shaft PA2014, to make paper
stop when just reaching front
lay

Vacuum not distributed Refer to set-up guide evenly

SKEWING
(SHEET

ADVANCES BUT
PRINT & DIE CUT

NOT
PERPENDICULAR) Feed gates not aligned Re-shim feed gates to be even

with each other

No incoming air supply Check incoming line for leaks.
etcSKIP FEED/FEED

INTERRUPT NOT
FUNCTIONING

Air pressure not set properly Set regulator to 50-60 psi
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Fig. 6.1
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6 DIECUTTER

6.1 GENERAL DESCRIPTION

6.1.1 General Operation(fig. 6.1)

The die is positioned on top and fitted on the upper platen.

The cutting plate is at the bottom, fitted on the movable platen.

The cutting force is adjusted by handwheel (fig. 6.2) shifting conical spacers located below

the toggles.

6.1.2 Locking on Upper Chase

The upper chase is held by seven spring/air cylinder operated clamps actuated by locking push button

(20).

6.2 CONTROL OF CUTTING FORCE

6.2.1 Description (fig. 6.2)

Force control handwheel.

Turn right to increase force.
Turn left to reduce force.

Important: The force can be adjusted when machine is running or at a standstill.

6.2.2 Cutting Force and Temperature Increase of Machine

With a given adjustment, the cutting force tends to increase as the machine warms up. Keep the force

constant by handwheel.

6.3 PLATEN LOCKED UNDER PRESSURE

The platen may be locked under pressure in the following cases:

- An emergency stop (50) has been depressed.

- One of the personnel safety switches has been actuated.

- Too much pressure is applied.

- Electric breakdown.

Trouble Elimination

If the machine is locked under pressure, proceed as follows:

Try to release the platen by jogging. If the clutch slips after the jog button has been

depressed a few seconds, do not insist, but move by hand. See 2.6 for manual drive.
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Impression hand wheel

Fig. 6.2

PDF  "pdfFactory Pro" www.fineprint.cn



6-5

6.4 DESCRIPTION OF DIE-CUTTING EQUIPMENT AND MATERIALS

6.4.1 General

The machine is to be delivered:

- For cutting rules of 23.8 mm or 28.57 mm. For board up to 9 mm.

6.4.2 Chase for 23.8 mm Rule or 28.57mm Rule

See fig. 6.3.

Suitable for solid and corrugated board up to 9mm. For using 28.57mm rule, to replace chase

clamp rails of both sides. (fig. 6.3)

6.4.3 Cutting Dies

Timber: Hard plywood, 8 to 12 ply, thickness 15 mm.

Rubber: To extend beyond the cutting rules by 2 mm.

Cutting rules: -2 or 3 points for 23.8 mm.

-3 points for 28.57 mm.

Preferably use double-bevel (fig. 6.5): this facilitates penetration.

Creasing rules

Recommended thickness for corrugated board E: 3 points.

Recommended thickness for corrugated board A, B and C: 3 or 4 points.

Remark: Good results have been obtained with 3mm rules in the direction across the

corrugations. With double-wall board, 2 creasing rules can be used as shown by fig. 6.6 & 6.7.

Height: to be determined according to fig. 6.6 & 6.7.

Die dimensions

For reasons of tightening in the chase, large dimension dies must be cut to the maximum

size, that is:

Width in excess of 1600 mm: width of die: 1630 mm.

Length in excess of 1180 mm: length of die 1215 mm.

Interchangeability of dies

Cutting dies for 23.8 mm cutting rules prepared according to 6.4.3 can be fitted to

PE1620SA-Extra.

6.5 FITTING OF DIE INTO CHASE

6.5.1 Position of Die

Longitudinally, the die is always mounted against the front edge of the frame (see fig. 6.4).

Laterally, the die must normally be centered in the chase.
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Chase clamp rails of both sides to be replaced using the 28.57mm high rule die.

Cutting die and die chase

Fig. 6.3

Fig. 6.4
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Fig. 6.5
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Fig. 6.6

Fig. 6.7
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6.5.2 Safety Screws

The bottom plate has holes for the passage of the screws used to secure the die to the chase

as shown in fig. 6.8 as well as suitable kinds of screws.

The drawing at the end of chapter 6 shows all possible hole locations, which have to be

known if the holes are drilled in advance, off the chase. (fig. 6.16)

6.5.3 Balancing of Platen (fig. 6.10)

If the die is shorter than 900 mm, fit a compensation die with some cutting rules as shown in

fig. 6.10, in order to balance the platen.

6.6 HANDLING OF DIE-CUTTING EQUIPMENT

6.6.1 How to Put the Chase in Place

1. Set the platen in lower position –open the transparent guard.

2. Lift the chase with a hoist using the appropriate handles and put on to the chase

supporting arm.

3. Engage the two pivot bolts.

4. Take off the lifting handle.

5. Turn the chase over rules upwards and engage it between the safety finger pins on both

sides.

6. Mount the cutting die.

7. Turn the chase over.

8. Release the safety pins.

9. Push the die chase completely into the cutting station.

10. Depress the push button 20.

11. Close the safety lock.

6.6.2 How to Pull the Chase out

1. Set the platen in lowest position open the transparent guard.

2. Depress the push button 20 to unlock.

3. Open the safety lock.

4. Pull the chase out.

6.6.3 How to Remove the Cutting Plate

1. Depress push button 21 to move the gripper bar to 180 position.

2. Open the transparent guard.
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Screw used to secure the die to the chase

Die chase and supporting arm

Fig. 6.8

Fig. 6.9
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Compensation die
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3.  Open the safety lock. (fig. 6.17)

4 Flip out the both cutting plate supporting rail on the supporting arm , and lift up the air

cushion on/off handle (fig. 6.9).

5. Pull the cutting plate out.

6.7 MAKE-READY

Any cutting work requires a fine height adjustment of the cutting rules according to the result of

the first cutting test, when about 80% of the pattern are cut correctly.

This adjustment is called make-ready and is carried out with gummed paper to be glued on the

back of the make-ready plate. Two rolls of make-ready paper of two thicknesses are provided

with the equipment, i.e.0.04 and 0.1 mm (0.0016 and 0.004). In order to have the strips glued

at correct location, i.e. where the cut is too weak, it is necessary to use a setting sheet, on

which the outline of the cutting rules is marked out.

The make-ready sheet must be of kraft paper and may be prepared in several ways, some

examples of which are mentioned here:

a) Make–ready sheet prepared by the die-maker when composing the die. Before fitting the

rubber, it is easy to transfer the outline of the cutting rules by carbon paper.

b) Make-ready sheet prepared by the operator from a die-cut sheet which is used as a

pattern for outlining the cutting rules.

c) Make-ready sheet prepared by the operator, by carbon paper transfer inside machine.

Proceed as follows:

1. Set the cutting force to 5 or 10 tons by turning the cutting pressure adjusting wheel.

2. Put the following materials on the cutting plate.

-a make-ready sheet

-a carbon paper, coating downwards

-a thin cardboard . 

3. Operate the press once. The make-ready sheet then carries the mark of the cutting rules

and can be used as described above.

Positioning of make-ready sheet

To place the make-ready sheet in register with the cutting rules, check the distances between

the frame edge and cutting rules and position of the sheet accordingly. Secure the make-ready

sheet to the corners with gummed paper.

6.8 CREASING COUNTERPARTS

6.8.1 Work without Counterpart

Most jobs are carried out without a creasing counterpart.

The board is simply crushed against the creasing plate. This is not suitable for solid board.
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6.8.2 Working with Counterparts

Creasing counterparts are:

-essential for solid board.

-necessary for E-flute corrugated.

-recommended for B-flute corrugated for production of boxes to be transferred to folder-

gluers. Especially for the following boxes (fig. 6.12-fig. 6.13).

-with crash-lock bottom (A).

-with 4-6 glued corners (B).

6.8.3 Production of the Counterpart

“Channel” system

This system consists of strips composed of a plastic guide and the counterpart, which is self-

adhesive (fig. 6.14).

These strips must be cut to the length of the creasing rules and fixed on the latter (fig. 6.11).

After that, all you have to do is to remove the protective paper and then introduce the die and

the cutting plate into the machine and operate the press once (B).

The plastic guides and the adhesive strip can then be removed and production may begin (C-

D).

Advantage of the method: quick and easy to use, the system does not require an impression

of the cutting die.

For dimensions according to cardboard type, consult the manufacturer.

Other system:

The counterparts can be made of pressboard (fig. 6.15) glued on the cutting plate. This

requires an impression of the cutting die, to be carried out with carbon paper applied directly

on the cutting plate.

Proceed as follows:

Put the following materials on the cutting plate: A carbon paper, coating downwards; A board,

slightly thicker than the difference between the cutting rules and the creasers.

Operate the press once. The outline obtained on the plate makes it possible to shape the

pressboard.

The thickness of the pressboard and the width of the grooves depend on the thickness of the

layers of corrugated and cannot be defined theoretically.
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Drawing of possible screw hole location pattern..Fig.6.16
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PE1620SA-Extra

N* X Y N* X Y N* X Y
1 -649.5 102.4 35 75 347.5 69 594.6 647.5
2 -724.5 232.3 36 0 477.4 70 519.6 774.4
3 -799.5 362.2 37 -75 607.3 71 444.6 907.3
4 -444.6 47.5 38 -150 737.2 72 369.6 1037.2
5 -519.6 177.4 39 -225 867.1 73 294.6 1167.1
6 -594.6 307.3 40 -300 997 74 799.5 592.6
7 -669.6 437.2 41 -375 1126.9 75 724.5 722.5
8 -744.6 567.1 42 354.9 162.7 76 649.5 852.4
9 -314.7 122.5 43 279.9 292.6 77 574.5 982.3

10 -389.7 252.4 44 204.9 422.5 78 499.5 1112.2
11 -464.7 382.3 45 129.9 552.4 79 799.4 927.4
12 -539.7 512.2 46 54.9 682.3 80 704.4 1057.3
13 -614.7 642.1 47 -20.1 812.2
14 -689.7 772 48 -95.1 942.1
15 -764.7 901.9 49 -170.1 1072
16 -109.8 67.7 50 559.8 107.8
17 -184.8 197.5 51 484.8 237.7
18 -259.8 327.4 52 409.8 367.6
19 -334.8 457.3 53 334.8 497.5
20 -409.8 587.2 54 259.8 627.4
21 -484.8 717.1 55 184.8 757.3
22 -559.8 847 56 109.8 887.2
23 -634.8 976.9 57 34.8 1017.1
24 -709.8 1106.8 58 -40.2 1147
25 20.1 142.6 59 689.7 182.8
26 -54.9 272.5 60 614.7 312.7
27 -129.9 402.4 61 539.7 442.6
28 -204.9 532.3 62 464.7 572.5
29 -279.9 662.2 63 389.7 702.4
30 -354.9 792.1 64 314.7 832.3
31 -429.9 922 65 239.7 962.2
32 -504.9 1051.9 66 164.7 1092.1
33 225 87.7 67 744.6 387.7
34 150 217.6 68 669.6 517.6
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Fig. 6.17

Safety lock
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6.8.4 Die cutting with gripper bite waste breaking knife

1 Extend any of the longitudinal cutting rules to the edge of the cutting chase to break

gripper bite waste. Several longitudinal cutting rules can be extended and located in

necessary spots. (Fig6.18)

2 Remove the up gripper springs and gripper seats off the gripper bars to where the

cutting knife will locate and to fit gripper tip filler PB20312 to the notch. (Fig6.19)

Attention:

1 The materials of gripper tip sitting cross bar and gripper tip filler are the same as that of

the cutting plate which are of HRC50 hardness for taking the cutting pressure.

2 Using PB20309, PB20310 and PB20311 as gripper tip sitting cross bar when the

thickness of the cutting plate is 7 mm or 6+1 mm.

3 Using PB20322, PB20323 and PB20324 as gripper tip sitting cross bar when the

thickness of the cutting plate is 7+1 mm.

4 6 mm cutting plate cannot be used alone.

See Fig6.20: procedure of fitting gripper tip sitting cross bar and gripper tip filler.
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Fig 6.18
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Fig 6.19
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6.8.5 Die cutting without gripper margin

1 Extend the longitudinal cutting rules to the edge of the cutting chase. (Fig 6.21)

2 Remove the up gripper springs and gripper seats off the gripper bars to where the

cutting knife will locate and to fit gripper tip filler PB20312 to the notch. (Fig 6.22)

Attention:

1 The materials of gripper tip sitting cross bar and gripper tip filler are the same as that of

the cutting plate which are of HRC50 hardness for taking the cutting pressure.

2 Using PB20309, PB20310 and PB20311 as gripper tip sitting cross bar when the

thickness of the cutting plate is 7 mm or 6+1 mm.

3 Using PB20322, PB20323 and PB20324 as gripper tip sitting cross bar when the

thickness of the cutting plate is 7+1 mm.

4 6 mm cutting plate cannot be used alone.

See Fig6.20: procedure of fitting gripper tip sitting cross bar and gripper tip filler

Fig 6.20
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Fig 6.21
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Fig 6.22
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International center line system

Fig 7.1
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Fig. 7.2

PDF  "pdfFactory Pro" www.fineprint.cn



7-4Fitting of female stripping board

Male (upper) stripping board

Fig. 7.3

Fig. 7.4
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7. STRIPPER

7.1 DESCRIPTION (fig. 7.1 & fig. 7.2)

7.1.1 Operation

The stripping station consists of a upper frame, on which a male tool is fitted, and a lower

movable frame holding a female stripping board, to be cut according to the waste outlines.

When the gripper bar stops, the sheet is pushed by the stripping board and the upper tool,

the waste pieces are stripped off through the openings in the board (fig. 7.3).

As shown on fig. 7.1 & fig. 7.2, it is possible to strip side trims and rear trim and also the

waste inside the sheet.

There are two types on upper tools:

-the stripping pins.

-the stripping dies to be prepared by the die-maker together with the female stripping

board and the cutting die.

7.1.2 Female Stripping Board(fig. 7.4)

Material: Hard plywood, thickness 12 mm.

To be manufactured by the die-maker together with the cutting die.

7.1.3 Stripping Pins(subject to different models)(fig. 7.5)

Supplied with the machine, these tools are designed to be fastened directly on the cross

bars. They are available in two different lengths.

Use: Especially appreciated for single jobs, limited runs, or large runs of simple work.

Advantages: No need to make a die, easy storage in a small space.

7.1.4 Stripping Dies (fig. 7.2 & fig. 7.3)

Material: Hard plywood, thickness 15 mm (5/8”).

Further possibilities are to use either wooden blocks, 35 mm high and nailed on the die, or

sheet metal plates of 50x 3 mm, to be inserted into die.

Application: A stripping die is to be manufactured for repeated jobs, for large runs and for all

complicated work.

Advantage: Very short make-ready time.

The stripping die should be manufactured by the die-maker at the same time as the cutting

die.
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7.1.5 Pressing Pads

Material: synthetic foam (i.e. polyether or polyester),

Thickness: -without stripping die: 40 mm (1”-1/2 “).

Good results have been obtained with foam densities located between 35-40 kg/m3 (2.2 to

2.5 1b/cu.ft)

In order to have strips usable in both cases, cut 55 mm wide strips out of 40 mm foam.

Then you need only to glue them on their narrow or broad side, depending on the needed

height.

Use: To keep the sheet against the stripping board when the waste is stripped.

7.2 RISE AND DESCENT OF STRIPPING FRAME

Rise: Depress the push button 55 and keep pressing. The frame rises up to its end of stroke.

Inoperative during machine run.

Stop during rise: Release depressing the push button 55. The frame re-descend a little until it

Fig. 7.5

Stripping pin
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stops in a notch of the ratchet wheel.

Descent: Depress the push button 56 and keep pressing. In lower position, the frame is

automatically locked.

7.3 FITTING OF FEMALE STRIPPING BOARD(fig. 7.4)

7.3.1 Description (fig. 7.6 & fig. 7.7)

The lower stripping die is directly delivered to the lower frame of the lower stripping tool,

and the left/right position is determined by the center positioning block.

7.3.2 Mounting the Female Board on the Press

1. Push the stripping chase to the end and close the safety lock.

2. Feed a sheet into the machine, cut it, then move it forward over the female board until

the latter reaches its upper position.

3. Adjust the position of the board according to the sheet, strip the waste by hand, and

then adjust accurately.

4. Tighten all the straps .

7.3.3 Detaching the Back Trim from the Side Trims

As shown on fig. 7.8, it is necessary to have a lower support at the location of cut

separating the back trim from the side trim. This support can be realized by the detaching

devices fit with a piece of cutting rule (preferably 28.6 mm). It is also possible to

manufacture special parts to be screwed on the plate.

Fig. 7.6
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Fig. 7.6
Fig. 7.7

Lower support for back trim cut separating

Female (middle) stripping board

Fig. 7.8
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7.4 Diecut WITHOUT STRIPPING

When diecutting without stripping, to lock a woodboard in the lower stripping frame to

support the sheet traveling over.
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Upper tool carrier crossbar

Fig. 8.1

Fig. 8.2
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Pulling the upper tool carrier crossbar out.

Fig. 8.3

Fig. 8.4
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Fig. 8.5
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8. DELIVERY

8.1 Description

Run a sheet through to the delivery, before the gripper release the sheet, stop the machine. At

this time, the sheet tail shall just sit on the sheet tail tongue (fig. 8.4). If the back supporter (fig.

8.4) is not in this position, push the button 61 or 62 (forward and backward) to move the back

supporter to this position. Then adjust the side joggers to both side of the sheet. A clearance

about 15mm should be left on each side between the sheet edge and the side jogger.

8.2 Front Waste Edge Stripping

Operation

1. Stop the machine at 180° by jogging (LCD screen will display the machine cycle in

degree). Switch the selector switch 65 to left position.

2. Dismantle the gripper opener. (fig. 8.3 fig.8.6)

3. Turn the sheet pusher selector switch to broken line side (fig. 8.1) to disengage the sheet

pusher.(fig 8.7)

4. Push the lower tool bar on to the lower tool carrier cross bar from the delivery side

window. Switch the selector switch 65 to right position to clamp it.( Lower Platen

Manufacturing Instruction fig 8.8)

5. Run a die cut sheet to delivery until the tool carrier cross bars are as close as possible to

the sheet. To make sure the lower tool top should be 1-2mm away from the first knife cut.

fig. 8.5)

6. Detach the blanks from the front waste manually. The front waste is still held by the

grippers.

7. Switch the selector switch 64 to left position.

8. Push the upper tool bar on to the upper tool carrier cross bar (fig. 8.1-fig. 8.3) from the

side delivery window.

9. Switch the selector switch 64 to right position to lock the tool.

10. To adjust the upper tool position to make sure the top is 1-2mm away from the first knife

cut.

Remark: If the front stripping die is used, same procedure, but no adjustment mentioned

in 10 is needed.

11. Switch the selector switch 63 to the right to engage the front edge waste gripper opener.
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8.3 Pre-selection Counter

Set the number of sheets per batch on counter 73. Push the button underneath the dial to

operate the counter.

Fig. 8.6

Gripper opener carrier bar

Fig. 8.7

Sheet pusher on the upper tool
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8.4 The conveying roller in delivery
The conveying roller in delivery is a selective accessory ,Customers should pay attention to

Safety to prevent person from injuring himself due to improper operation .

Fig. 8.8
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9 MAKE-READY AND SET-UP

 Step-by-step proceeding for set-up a job

Step No. LOCATION OPERATION See under

1. DIECUTTER Remove the cutting die of previous job.

2. STRIPPER

Remove the stripping tools or stripping die of the

previous job, remaining the female stripping board in

the machine so that the new job sheets can pass

without problem during the adjustments.

3. DELIVERY

Diecut without front edge waste stripping:

1. Unlock the upper front edge waste stripping tool

by turning selector switch 64 to left. Pull out the

tool. Turn the selector switch to right to lock the

carrier.

2. Unlock the lower front edge waste stripping tool

by turning selector switch 65 to left. Pull out the

tool. Insert the gripper opener, and position it right.

Turn the selector switch to right to lock the holder.

3. Turn sheet pusher switch 62 to real line.

4. Disengage the front edge waste gripper opener by

turning the selector switch 63 to right position.

Diecut without gripper margin:

Identical with above procedure. Several grippers may

need to be removed according to the cutting pattern.

64

65

62

63

4. DIECUTTER

Fit the new die into the chase, fasten the die with safety

screws.

Balance with a compensating die if necessary.

6.5

5. DIECUTTER
Place the make-ready sheet and glue it to the back of

the make-ready plate in register with the cutting rules.
6.7

6. DIECUTTER

Reduce the cutting force by turning the force control

handwheel counter-clockwise for 2 cycles. Normally,

by turning 2 cycles, the platen will move downward by

0.2mm.(0.1mm/cycle)
6.2.1
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Step No. LOCATION OPERATION See under

7.
DIECUTTER Insert the chase into the machine. Depress push button

20 to lock the chase. Tighten the safety lock.

6.6.1

8. DIECUTTER
If necessary, prepare the counterpart in accordance

with the system adopted, channel or pressboard.
6.8.3

9. FEEDER Adjust the gripper margin to 15 mm (dial on 15).

5.2.9

10. FEEDER Adjust the side guides by depressing push button 33 or

34 or 35.
5.2.1

11. FEEDER Adjust the position of the rear supporter. 5.2.2

12. FEEDER

Adjust the height of the front guide hook by depressing

the push button 31 or 32. (Subject to the warpness of

the sheet)

5.2.4

13.
DIECUTTER

Increase the cutting force by turning the force control

handwheel clockwise for 1 cycle. The platen will move

upward by 0.1mm (0.1mm/cycle). Carry out a cutting

test. Check the front and side register.

14. FEEDER

If necessary, correct register

-lengthwise by  adjusting the front lay.

-crosswise by shifting the side guides.
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Step No. LOCATION OPERATION See under

15. DIECUTTER

Increase the force until 80%-90% of the pattern is cut

through correctly.

Operate the machine without sheets for 3 to 5 minutes

so that the rules take up position. Pull the die chase

out, and do make-ready.

Feed another sheet, check and do make-ready again, if

necessary. Then push the die chase back.

6.7

16. STRIPPER

Dismantle the female board of the previous job, fit the

new one. Feed a sheet into the machine, jog it to the

stripper. Adjust the position of the board in relation to

the sheet. Tighten all the straps. (If Cobra International

Centerline System is used, no adjustment for the

position of female board is needed.)

7.3.4

17. STRIPPER

Fit the upper tools of either type:

-quick-lock tools

-stripping die(If Cobra International Centerline system

is adopted.)

7.1

18. DELIVERY

Run a sheet through to the delivery. Adjust the position

of the back supporter by depressing the button 61 or

62. Then adjust the side joggers to both side of the

sheet.

8.1
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Step No. LOCATION OPERATION See under

19. DELIVERY

Diecut with front edge waste stripping:

1. Turn the selector switch 64 to left. Insert the upper

front edge waste stripping tool bar. Turn the

selector switch to right to clamp the tool in the

carrier.

2. Turn the selector switch 65 to left. Pull out the

gripper opener. Insert the lower front edge waste

stripping tool bar. Turn the selector switch to right

to clamp the tool in the holder.

3. Turn sheet pusher switch 62 to broken line.

4. Turn the selector switch 63 to the right to engage

the front edge waste gripper opener.

5. Turn on the front edge waste conveyor on the top

of the machine.

64

65

62

63

8.2

20.
CONTROL

DESK
Set the number of sheets per batch on the counter. 8.3

21.

Jog feed a few sheets, watch the feeding,

cutting ,stripping, front edge waste stripping and

delivery. Correct if necessary.

22.
Start up the machine for continuous run. Check the

first die cut sheet, and do fine make ready if necessary.

23.

If machine runs properly, start production by

depressing push button 44. Machine will speed up

automatically to the speed set on potentiometer 43. If

speed needs to be reset, turn the potentiometer 43 to

the position which represents the speed desired.

Depress push button 46 to start speed acceleration or

deceleration.

Depress the push button 46 again, machine speed will

decrease to crawling speed. Depress again, speed will

be back to the desired speed.
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INSTRUCTIONS
PE1620SA-Extra

Chapter 10

LCD Touch Screen

ETERNA
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Screen 2

Turn the key switch on the main operation panel of the host machine to ON, and the

touch screen shall display ETERNA logo, then enter Screen 1 automatically.
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Screen 1

Display the visual appearance of the machine. Press the lower line below to enter

Screen 16. press the upper line to enter Screen 7.

Enter Screen 2

W e l c o m e t o u s e P E 1 6 2 0  F l a t b e d A u t o m a t i c D i e c u t t e r

Enter Screen 3

• • • • • • • S h a n g h a i E t e r n a P r e c i s i o n M a c h i n e r y M a n u f a c t u r e C o . L t d
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Screen 3

Address and contact of the manufacturer or dealer.

Factory Address:

1125 Taishun Road, Anting Town, Jiading
District, Shanghai 201814

Tel (021) 5 9 5 0 2 4 5 1
Fax (021) 5 9 5 0 2 4 9 0

R e t u r n P r o d u c t

Shanghai Eterna Precision Machinery
Manufacture Co. Ltd.
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Screen 2

This is the Main Menu screen, including 8 main functions:

Current operation

status

Enter Screen 10, to display operation speed and angle of machine

Machine self-

check

Enter Screen 25, to display self-check of all machine parts

Comprehensive

record

Enter Screen 70, to display machine operation records, e.g. total

operation sheets, work records, etc.

Main technical

parameters

Enter Screen 50, to display main technical parameters

Machine control Enter Screen 40, to display short cylinder delay adjustment, side support

control, side support time adjustment, delivering and air blow.

Main Menu

Current operation
status

Machine self-check

Comprehensive record Main technical
parameters

Machine control Language options

Photocell status Return to main screen
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Language options Enter Screen 60, to display 2 choices of language

Photocell status Return to Screen 30, to display all the photocell status of the machine

Return to main

screen

Return to Screen 1
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Screen 25

Working condition and abnormal condition of all parts of the machine.

Machine Self-check

Main motor Feeding section

Lubricating pump Diecutting

Main clutch Stripping

Machine operation Delivering

Gripping bar test P L C

Photo cell Safety door

Return to main

Alarm

Not used

Alarm

Not c losed

Emergency stop

Abnormal

Error

Error

Error

Error

Error

Not c losed
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Screen 209

Photocell test of the stripping section.

Error of Stripping Section – Detection

Photo cell test of Stripping Section

If the photocell test of the stripping section
is abnormal, check and clean the stripping section.

R e t u r n t o
m a i n  s c r e e n

R e t u r n t o
m a c h i n e  s e l f -
c he c k  s c r e e n

Normal

PDF  "pdfFactory Pro" www.fineprint.cn



10-9

Screen 202

Oil pressure detection.

Oil line alarm/insufficient oil pressure—Possible Cause

1. Air switch NFB6 not closed or stripping.
2. Oil pump motor M3 overloaded or operating lack phase.
3. Clogging of oil filter screen and oil line or low level of oil tank.
4.
Note: When the oil pressure is not sufficient, do not start the machine in
any way

Return to
machine self-
check screen

O i l p r e s s u r e
d e t e c t i o n

AbnormalReturn to main
screen

A i r s w i t c h

O i l p u m p
m o t o r

Close

Overload
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Screen 203

Air pressure detection.

Failure of Host Machine Clutch —Possible Cause

1. Air compressor not start;

2. Clogging of air line, water ingress or leakage;

3. Air pressure microswitch not adjusted properly;

Note: Air pressure must be more than 5KG/CM2(70PSI)

Return to
machine se lf-
check screen

Return to
main screen

A i r p r e s s u r e t e s t N o r m a l
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Screen 204

Various causes resulting in emergency stop.

Emergency Stop -Possible Cause

1. Emergency Stop button was pressed.

2. Power supply of key switch was closed.

3. Barring option switch was turned to barring position.

4. Barring protection handle not reset.

R e t u r n t o
m a c h i n e  s e l f -
c h e c k  s c r e e n

R e t u r n t o
m a i n  s c r e e n
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Screen 212

Safety door detection of all parts of the machine.

Details of Safety Door Status

C l o s e dS a f e t y d o o r o f f e e d i n g s e c t i o n

S a f e t y d o o r o f d i e c u t t i n g s e c t i o n C l o s e d

Safety door of gripping operation surface C l o s e d •

Safety door under stripping drive face C l o s e d •

Safety door above drive face of stripping section C l o s e d •

L a r g e s a f e t y d o o r a t d e l i v e r y C l o s e d •

S m a l l w i d o w a t d e l i v e r y C l o s e d •

R e t u r n t o
m a i n s c r e e n

R e t u r n t o
m a c h i n e

s e l f - c h e c k
s c r e e n
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Screen 206

Whether the Photo Cell Detection is on.

Photo Cell Not in Use—Possible Cause

“Photo Cell Detection” option switch not
turned to “On” position

R e t u r n t o
m a c h i n e

s e l f - c h e c k
s c r e e n

R e t u r n t o
m a i n  s c r e e n
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Screen 201

Main motor detection

Main Motor Alarm—Possible Cause

1. Lack phase, undervoltage or overvoltage of power supply line.
2. Air switch NFB2 not closed.
3. Main motor M1 operating overload or lack phase.
4. Alarm of converter or braking unit.

Return to main
screen

R e t u r n t o
m a c h i n e

s e l f - c h e c k
s c r e e n

Air switch Closed 

Converter Normal

Braking Unit Overheated

S e l f - c h e c k
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Screen 205

Detection of torque clutch and gripping bar.

Failure of Host Machine Clutch—Possible Cause

1. Air compressor not started.

2.Clogging, water ingress or leakage of gas line.

3.Air pressure microswitch not adjusted properly.

Note: Air pressure must exceed 5KG/CM2(70PSI).

R e t u r n t o
m a c h i n e  s e l f -
c h e c k  s c r e e n

Return to
main screen

S e l f - c h e c k o f T o r q u e C l u t c h U n h i t c h
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Screen 207

Detection of feeder section

Error of Feeder Section—Detection

R e t u r n t o
m a c h i n e  s e l f -
c h e c k  s c r e e n

R e t u r n t o
m a i n  s c r e e n

D e t e c t i o n o f f e e d e r
s e c t i o n

E r r o r o f p h o t o c e l l

B l o w e r S t a r t e d •

N o t
s t a r t e d

F e e d e r•
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Screen 208

Detection of diecutting section

Error of Diecutting Section—Detection

Detection of chase infeed side locking

Detection of chase center locking

R e t u r n

Detection of chase discharge side locking

•

L o c k e d

L o c k e d

Detection of diecutting steel plate locking

L o c k e d

Diecutting discharge

Pressurized discharge

L o c k e d

L o c k e d

L o c k e d
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Screen 210

Detection of delivering section

Error of Delivering Section—Detection

Disorder sheets detection photocell

Jogging detection photocell

Delivering table

N o r m a l

N o r m a l

Photocell for cylinder safe extracting

N o r m a l

N o r m a l

R e t u r n t o m a i n
s c r e e n

R e t u r n t o
m a c h i n e  s e l f -
c he c k  s c r e e n

N e x t  P a g e
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Screen 50

Main technical parameter of machine

Main Technical Parameters 1

Max. sheet size

Min. sheet size

Applicable sheet width

Max. diecutting size

Chase inner guide size

Diecutting steel plate size

Return to main screen Next Page

•• • • • •• • • • • • • •

• • • • • • • • • • • •

•• • • • • • •

•• • • • ••• • • • • • •

•• • • • •• •• • • • • •

•• • • • ••• • • • • • •
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Screen 51

Main technical parameters

Main Technical Parameters 2

Max. diecutting force

Min. margin width

Standard cutting die height

Max. machine speed

Power supply

Entire machine weight

R e t u r n t o m a i n
s c r e e n

R e t u r n t o
p r e v i o u s p a g e

• • • • t o n s •

•• • • • • •

• • • • • • • • •

• • • • • sheets/h•

• • • • • • • • • • • • • • • • • •

3 2 to ns
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Screen 211

PLC self-check

PLC Error—Possible Cause

1. Wire connection loosened.

2. Cable plug not properly connected.

3. Exhaust of batteries in PLC.

Return to
main screen

R e t u r n t o
m a c h i n e  s e l f -
c h e c k  s c r e e n

Cell detection• Exhausted •
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Screen 71

Comprehensive records of machine

C o m p r e h e n s i v e R e c o r d s

Total machine

operation time

Display the total operation time accumulated from the 1st day.

Total diecutting

table operation

times

Display the total diecutting table operation times accumulated

from the 1st day.

Total quantity of

diecutting

Display the total diecutting quantity accumulated from the 1st

day.

R e t u r n t o
m a i n  s c r e e n

• • • • • • • • •

T ot a l m a c h i n e
o p e r a t i o n t i m e                  H o u r s

T ot a l q u a n t i t y o f
d i e c u t t i n g S he e t s• •• •• •• •• •• •• ••

• •• •• •• •• •• •• ••

T ot a l d i e c u t t i n g t a b l e
o p e r a t i o n t i m e s T i m e s• •• •• •• •• •• •• •• ••

C ur r e n t w o r k
r e c or d s
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Screen 70

Current work status. Press “Zero Current Work Record”, and enter Screen 73 to clear

the current work records.

Curren t Wor k Record

R e t u r n t o m a i n
s c r e e n

E s t i m a t e d d i e c u t i n g s h e e t s 
• • • • • • • • • • • • • • • • • • • • • • • • • • • • • • • •

T o t a l d i e c u t i n g s h e e t s S h e e t s• •• •• •• •• •• •• ••

• •• •• •• •• •• •• ••

T i m e  H o u r s 
• •• •• •• • •• •

Z e r o c u r r e n t
w o r k r e c o r d s

C o m p r e h e n s i v
e r e c o r d s

• • • • • • • • •
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Screen 73

In Screen 70 Current Work Record , press ”Zero Current Work Record”, to enter

this Screen

Press ”Confirm” to erase current work records.

Press ”Abandon” to return to the previous screen.

C o nf i r m

D a t a i n
< < C u r r e n t W o r k R e c o r d  > >

s h a l l b e e r a s e d !

A b a n d o n
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Screen 10

Operation speed of machine

M a c h i n e
o p e r a t i o n

a n g l e

R e t u r n t o
m a i n

s c r e e n

M a c h i n e O p e r a t i o n S p e e d P r e s s u r e

•• •• •• •• •• ••  Invalid

• •••• •sheets•h•

• •
• • •

•• • •
•• • • • • • • • • • • • • • • • • •

• • •
• • •

O v e r p r e s s u r e
A l a r m s e t t i n g • •• •

PDF  "pdfFactory Pro" www.fineprint.cn



10-26

Screen 11

Machine operation angle. It shall be used when setting the machine detection angle.

S p e e d
d i s p l ay

M a c h i n e S p e e d

• •• •• •• •°•

0

30

60

90

120

150
180

210

240

270

300

330

R e t u r n t o
m a i n

s c r e e n
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Screen 14
The Screen for setting the machine detection angle, used for the machine

maintenance personnel.

Test Item Initial Angle Final Angle

Gripping bar

detection

To set the detection time of the gripping bar.

Feeder side beat

signal

To set the time of feeder side beat action.

Feed surpassing To set the time for detection of sheet surpassing.

Sheet front lay in

place

To set the time for detection of sheet front lay

M a c h i n e
o p e r a t i o n

a n g l e s c r e e n

N e x t p a g e

• • • • • • • •

• • • • • • • •

• • • • • • • •

• • • • • • • •
Gripping bar detection

Feeder side beat signal

Feed surpassing

Detection of sheet front
gauge in place

• • • • • • • • • • • • • • • •

• • • • • • • •

• • • • • • • •

C h a n g e
P a s s w o r d

• •• •• •• •
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Screen 15
For setting the machine detection angle, only for the use of the machine maintenance
personnel.

Test Item Initial Angle Final Angle

D e t e c t i o n o f

i n f e e d s h e e t d r o p

To set the time for detection of infeed sheet drop.

D e t e c t i o n o f s h e e t

l e n g t h

To set the start/end time for detection of sheet length.

D e t e c t i o n o f

d i e c u t t i n g o u t l e t

e m p t y f e e d

To set the time for detection of empty feed at the diecutting

discharge outlet.

D e t e c t i o n o f

d i e c u t t i n g o u t l e t

s k e w s h e e t

To set the time for detection of skew sheet at the diecutting outlet.

M a c h i n e
o p e r a t i o n

a n g l e s c r e e n
N e x t p a g e

Detection of infeed sheet
drop

• • • • • • • • • • • • • • • •

Detection of sheet length

Detection of diecutting
outlet empty feed

Detection of diecutting
outlet skew sheet

• • • • • • • •

• • • • • • • •

• • • • • • • •

• • • • • • • •

• • • • • • • •

• • • • • • • •

L a s t p a g e
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Screen 16
For setting the machine detection angle, only for the use of the machine maintenance

personnel.

Test Item Initial Angle Final Angle

Chase withdrawing

time

To set the time to pull out the chase.

Detection of

stripping outlet

empty feed

To set the time for detection of empty feed at the stripping discharge

outlet.

Detection of

stripping outlet skew

sheet

To set the time for detection of skew sheet at the stripping discharge

outlet.

Detection of

delivering

disordered sheet

To set the time for detection of the disordered sheet at the delivering

section.

Machine
operation angle

screen

Next page

Chase withdrawing
time•

• • • • • • • •

• • • • • • • •

Detection of stripping
outlet empty feed•

Detection of stripping
outlet skew sheet•

Detection of delivering
disordered sheet•

• • • • • • • •

• • • • • • • •

• • • • • • • •

• • • • • • • •

• • • • • • • •

Last page

• • • • • • • •
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Screen 17
For setting the machine detection angle, only for the use of the machine maintenance

personnel.

Test Item  Initial Angle  Final Angle

Delivering table drop

signal

To set the time for detection of start/end signal of delivering table

drop.

Delivering jogging To set the time of jogging of the delivering section.

Feeding section

butterfly valve 13

To set the starting time of delivering section exhaust valve.

Previous
page

Machine
operation

angle screen

• • • • • • • • • • • • • • • •

• • • • • • • • • • • • • • • •

Delivering table drop
signal

Delivering section jogging

Feeding section butterfly
valve 13 • • • • • • • • • • • • • • • •

Next page
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Screen 18
For setting the machine detection angle, only for the use of the machine maintenance

personnel.

Test Item  Initial Angle Final Angle

Feeder air valve 14 To set the action time of the feeding section air blow valve.

Feeder stop valve 15 To set the action time of the small feed pallet.

Delivery side sheet

support signal

To set the time for detection the delivery side sheet support action.

Delivery count sheet

interval signal

To set the start/end time of sheet interval count.

Previous
page

Machine
operation

angle screen

• • • • • • • • • • • • • • • •

• • • • • • • • • • • • • • • •

Feeder air valve14

Feeder stop valve 15

Conveyor side sheet
support signal

• • • • • • • • • • • • • • • •

Next page

Delivery count sheet
interval signal

• • • • • • • • • • • • • • • •
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Screen 19
For setting the machine detection angle, only for the use of the machine maintenance

personnel.

Test item Initial Angle Final Angle

Delivering air blow

signal

To set the time of delivering air blow signal.

Previous
page

Machine
operation

angle screen

• • • • • • • • • • • • • • • •Delivering air blow
signal
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Screen 12

Press the active table button 12, this screen appears, which means the active table of

the machine stops at the lowest point and the diecutting chase can be pulled out.

Return to mai n
screen

Machined has been jogged to the chase
withdrawing position, and the cutting die

can be pulled out.

Return to
machi ne se l f-
check screen
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Screen 214

Detection whether the front stripping upper/lower die is locked. Press the jog button

28 or continuous operation button 27, and the upper die or lower die has not been

locked, this screen will appear.

Detection of Front Stripping Upper/Lower Die Locking

When the upper/lower die goes loose, the machine cannot start.

Return to
machine self-
check screen

Delivering
section current

status

Upper die Locked

Lower die Locked

Return to main
screen
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Screen 213

Self-check of the Delivering section

Delivering Section Current Status

Return to previous
page

D e l i v e r i n g t a b l e
s t a t u s

S t o p

D e l i v e r i n g t a b l e
p o s i t i o n

Return to machine
self-check screen

D e l i v e r i n g c y l i n d e r • E x t e n d

Return to main
screen

I n l i m i t

D e l i v e r i n g p i l e
t r a n s f e r

A u t o
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INSTRUCTIONS
PE1620SA-Extra

Chapter 11

MAINTENANCE AND LUBRICATION

ETERNA
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11.MAINTENANCE AND LUBRICATION

11.1 MAINTENANCE AND LUBRICATION ITEMS

1. Gripper bar (including chain and oil nipples on gripper bar) should be lubricated once a month.

2. Recycling automatic lubrication system in diecutting section.

A. Pump:

Once a week, take off the filter to discharge the waste.

B. Lubrication:

Oil pressure gauge should be observed from time to time, it should be kept with proper oil level.

If the oil level is too low for circulation, the toggle system could be overheated by friction. At

this time, the oil pressure gauge will show that the oil level is below the warning level, and the

machine will stop automatically.

3. Manual Central Lubricating Oil Pump:

To pump the oil pump once a week, by depressing the handle at least three times.

4. Grease Nipple: To grease the nipples once a week

5. Vacuum pump: Please refer to Air Compressor Instruction.

Note: To change the oil 3 months after the machine installation. To drain all the oil in reservoir

and to refill 25 gallon oil (100l ) . After that, to change oil every 3 months. Should the

machine run averagely 16 hours each working day, the oil should be changed every 3

months.

6. Oil chart:

International Code Part Volumn (L)

MOBIL DTE25 Recycling Lubrication

System

100

Mobil gear SHC 460 Cam Oil Cup & Index 72

Mobilux EP2 Linear Bearing 1

Mobilux EP023 All the Grease Nipples 1

ISOVG32 Air Pipe 1
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11.2 Recycling Automatic Lubrication System

1. Lubrication to Crank Shaft Drive

The crank toggle drive at the die cutting section is the very important part of the

machine. All the lubrication spots shown in Fig.11.1 must be oiled for sure. Therefore,

the recycling automatic lubrication system is used for this part to guarantee the proper

lubrication at the each spots.

A. Toggle Shaft (Upper) D. Connecting Arm

B. Toggle Shaft (Middle) E. Sliding Brass Block

C. Toggle Shaft (Lower) F. Crank Shaft

Fig.11.1

D

A
A

B
B

C
C

A
A

B
B

C

D

D

D

E

E

F

F

F
F
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2. Pump Lubrication System (Fig.11.2)

A. Oil Pump D. Pressure Meter

B. Filter E. Crank Shaft Drive (Oil Inlet)

C. Pressure Valve F. Oil Outlet

Fig.11.2

B

A

C

D

E

F
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3. Oil Filter (Fig.11.3)

1.The oil filter at the inlet of pump should be cleaned frequently.

2.The filter core should be stripped and cleaned every month.

How to clean filter core:

-Remove four bolts.

-Pull down the cup then take it out.

-Release the plug of the cup, turn the cup up side down, discharge the waste, then clean the cup.

-The filter core should also be cleaned completely (To blow with compressed kerosene

air).

-Reassemble it in reversed order.

4. Oil Pressure Gauge

There is an oil pressure gauge on the basement between diecutting section and stripping section.

Oil should be kept in proper level, if the oil level is too low for circulation, the toggle system

could be overheated by friction. At this time, the indicator will show that the oil level is below

the normal level, and the machine will stop automatically. (Normal pressure data: 1.5--2 Kg/cm2)

Fig.11.3

PDF  "pdfFactory Pro" www.fineprint.cn



11-6

11.3 CENTRAL LUBRICATION MANUAL PUMP AND GREASE NIPPLES

1. Pump:

The pump should be operated every week, and for each lubrication, the pump should be pressed at

least three times.

2. Grease Nipples and Spots to be Greased:

Greasing should be performed once a week.

A. Grease Nipples

B. Self-lubricated Blocks
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Figure 1. Front conveyor drive lubrication cream nozzle (symmetrical), filling type: A

Figure 2. Moveable support rack (symmetrical) , oil filling type: A
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Figure 3 Worm Gear of feeder, oil filling type: A

Figure 4. Side guide screw rod (symmetrical) , oil filling type: A
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Figure 5. Feeder support cam drive chain, oil filling type: B

Figure 6. Exhaust outlet brass bushing (symmetrical), oil filling type: B
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Figure 7. Feeder roll lubrication cream nozzle (symmetrical), filling type: A

Figure 8. Feeder cam Infuse oil type: B
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Figure 9. Gripper bar joint (8 pcs, symmetrical), oil filling type: B

Figure 10. Gripper bar rear positioning slide block (symmetrical), oil filling type: B
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Figure 11. Rear paper support guide way (symmetrical), oil filling type: B

Figure 12. Delivery section backstop (symmetrical), oil filling type: B
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Figure 13. Upper part of stripping seat linear guideway (symmetrical), oil filling type: B

Figure 14. Lower part of stripping seat linear guideway (symmetrical), oil filling type: B
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2. ETERNA PE1620SA-EXTRA MANUAL (TT - SPANISH) 
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Rieles de agarraderas a ambos lados de la mesa usando la regla para troquel de 28.57 mm

Troqueles cortadores y mesa par troquel
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Mesa de troquelado y brazo de soporte

Tornillo usado para asegurar el troquel a la mesa para troquel
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Diagrama de patrón para posibles ubicaciones
de huecos de tornillos
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Seguro
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Placa de Corte

Taponador de puntas de pinza

Regla Longitudinal de Corte
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Placa de Corte

Barra transversal donde se
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Placa de Corte

Barra transversal
donde se asienta
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Placa de Corte

Regla longitudinal de corte

Taponador de puntas de la pinza
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Barra transversal donde se
asienta las puntas de la pinza

Placa de Corte

Regla longitudinal de corte
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Sistema Internacoinal De Ejes
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Tablero macho removedor de desecho (superior)

Encaje de Tablero hembra removedor de desecho



7 5



7 6

Perno para remoción de desecho.
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Tablero hembra para remoción de desperdicio (medio)

Soporte inferior para regulador trasero
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Barra transversal superior de transporte
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Sacando la Barra transversal superior de transporte
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Barra transportadora de abridores de pinzas de cogida

Mecanismo de empuje de láminas en la cuchilla superior
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Primer Cuchillo

Molde de Troquel de Martillo del borde delantero de remoción de desperdicios

GROSOR= 18mm
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Entrar a Pantalla # 2

Entrar a Pantalla # 3
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Shangai ETERNAManufactura de Maquinaria
de Precisión Ltda.

Dirección de la Fábrica

1125 Calle: Taishun, Pueblo: Anting,
Distrito: Jiading. Shangai 201814
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Ir a Pantalla # 10 para mostrar la velocidad de operación y ángulo de
la máquina

Ir a Pantalla # 25, para mostrar el auto chequeo de todas las partes
de la máquina

Ir a Pantalla # 70, para mostrar el registro de operaciones de la máquina.
Ejemplo: Total de Láminas, registros de trabajos, etc.

Ir a Pantalla # 50, para mostrar el los parámetros técnicos principales

Ir a Pantalla # 40, para mostrar el pequeño ajuste de retraso del cilindro,
control de apoyo lateral, ajuste de tiempo de los apoyos lateral, suministro
y provisión de aire.
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Ir a Pantalla # 60, para mostrar 2 opciones de lenguaje

Ir a Pantalla # 30, para mostrar el estado de todas las células fotoeléctricas
de la máquina.

Retornar a Pantalla # 1
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Registros Completos de la máquina
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Registros Actuales de Trabajo
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Registro Actual de Trabajo
Datos en

Será borrado !!!

Confirmar Abandonar
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Láminas/horas

PresiónVelocidad de Operación de la Máquina

Inválido

Ángulo de Operación
de la Máquina

Configuración de
Alarma para presión

excesiva

Volver a Pantalla
Principal
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Velocidad de la Máquina

Volver a
Pantalla
Principal

Mostrar
Velocidad
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Detección de la pinza de
cogida

Señal lateral de golpe en
Alimentador

Excedente de Alimentación

Detección del Medidor de
colocación Frontal de láminas

Pantalla de Ángulo de
Operación de la Máquina

Cambiar
Contraseña

Sig. Página

Detección de las pinzas de
cogida

Para configurar el tiempo de detección de la pinza de cogida

Señal lateral de golpe de
alimentador

Para configurar el tiempo de acción de golpe lateral del alimentador

Excedente del
Alimentador

Para configurar el tiempo de detección de excedente de láminas

Bandeja frontal de láminas
en orden

Para configurar el tiempo de detección de la bandeja frontal de láminas
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Detección de la caída de las
láminas colocadas

Detección de la longitud de
lámina

Detección de la alimentación
vacía de salida del troquelado

Detección del troquelado de
salida para láminas torcidas

Pantalla de Ángulo de
Operación de la Máquina

Pág. Anterior Sig. Página

Detección de la caída de las
láminas colocadas

Para configurar el tiempo de detección de la caída de las láminas colocadas

Detección de la longitud
de lámina

Para configurar el tiempo de comienzo/fin para la detección de la longitud
de la lámina.

Detección de la alimentación
vacía de salida del troquelado

Para configurar el tiempo de detección de la alimentación vacía en la salida
de descarga

Detección del troquelado de
salida para láminas torcidas

Para configurar el tiempo de detección de láminas torcidas en la parte de
salida del troquelado
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Tiempo de extracción de Mesa
de troquelado*

Detección alimentación vacía
en la salida de desperdicios*

Detección del troquelado de
salida para láminas torcidas*

Detección de suministro de
láminas desordenadas*

Pantalla de Ángulo de
Operación de la Máquina

Pág. Anterior Sig. Página

Tiempo de extracción de
Mesa de troquel*

Para configurar el tiempo para extraer la mesa de troquelado

Detección alimentación vacía
en la salida de desperdicios

Para configurar el tiempo para la detección de alimentación vacía en la
descarga de desperdicios.

Detección del troquelado de
salida para láminas torcidas

Para configurar el tiempo de para las láminas torcidas en la parte de
descargas de desperdicios.

Detección de suministro de
láminas desordenadas.

Para configurar el tiempo de detección de las láminas desordenadas en la
sección de suministro.
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Señal de la caída de Mesa de
Suministro

Sección de intermitencia del
Suministro

Sección de Alimentación Válvula
de Mariposa #13

Pantalla de Ángulo
de Operación de la

Máquina Sig. Página

Señal de la caída de Mesa de
Suministro

Para configurar el tiempo de detección para el comienzo/fin de la señal de
la caída de la mesa de Suministro

Sección de intermitencia del
Suministro

Para configurar el tiempo de intermitencia de la sección de suministro.

Sección de Alimentación
Válvula de Mariposa #13

Para configurar el tiempo de la válvula de escape de la sección suministro

Pág. Anterior
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Válvula # 14 del Alimentador

Válvula de Detenido # 15 del
Alimentador

Señal de apoyo lateral para
cinta transportadora de

láminas

Señal del intervalo de
conteo de las láminas en

Suministro

Válvula # 14 del Alimentador Para configurar el tiempo de acción de la sección de alimentación de la
válvula de aire

Válvula de Detenido # 15 del
Alimentador

Para configurar el tiempo de acción de la palet pequeña de alimentación

Señal de apoyo lateral para cinta
transportadora de láminas

Para configurar el tiempo de detección del apoyo lateral de las láminas en
suministro

Pág. AnteriorPantalla de Ángulo de
Operación de la

Máquina

Pág. Siguiente

Señal del intervalo de conteo
de las láminas en Suministro

Para configurar el tiempo de comienzo/fin del intervalo de conteo de
láminas
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Señal de flujo de aire de
Suministro

Pantalla de Ángulo
de Operación de la

Máquina

Pág. Anterior

Señal de suministro de
flujo de aire

Para configurar el tiempo para suministro de flujo de aire



10 33

La máquina ha sido colocada en la posición
de punto para extracción. El troquel puede

ser extraído.

Volver a la pantalla
Principal

Volver a la pantalla
de Auto chequeo
de la máquina
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Detección del aseguramiento del troquel superior/inferior para desperdicios

Troquel Superior

Troquel Inferior

Asegurado

Asegurado

Volver a pantalla
principal

Cuando el Troquel superior/inferior se afloje, la máquina no se encenderá

Volver a pantalla
de auto chequeo
de la máquina

Estado actual de
la sección de
suministro
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Estado de la mesa de
suministro

Posición de la mesa de
suministro

Cilindro de suministro

Transferencia de la pila del
suministro

Auto

Extender

En el límite

Detenido

Volver a la pantalla
principal

Volver a la pantalla de
auto chequeo de la

máquina

Volver a la página
anterior
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Instrucciones del Compresor de Aire
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A. Alternado de vara (Superior)
B. Alternado de vara (Medio)
C. Alternado de vara (Inferior)
D. Brazo Conector
E. Bloque metálico deslizable
F. Árbol de Leva
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A. Bomba de Aceite
B. Filtro
C. Válvula de Presión
D. Medidor de Presión
E. Mecanismo de árbol de leva (Entrada de Aceite)
F. Salida de Aceite



11 5

.
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Figura 1. Boquilla de crema del mecanismo frontal de lubricación de la cinta transportadora.
(Simétrico, llenado tipo A)

Figura 2. Repisa de apoyo movible (simétrico), tipo de llenado de aceite: Tipo A
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Figura 3. Mecanismo de Gusano del Alimentador. Tipo de llenado de aceite: Tipo A

Figura 4. Guía de Vara de tornillos laterales (simétrico). Tipo de llenado de aceite: Tipo A
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Figura 5. Apoyo Cadena del mecanismo de leva del alimentador .Tipo de llenado de aceite: Tipo B

Figura 6.Escape de casquillos metálico. Tipo de llenado de aceite: Tipo B
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Figura 8. Llenado de leva del alimentador. Tipo de llenado de aceite: Tipo B

Figura 7. Llenado de leva del alimentador. Boquilla de crema de rodillos del alimentador
(simétrico). Tipo de llenado: Tipo A
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Figura 9. Unión de la barra de sujeción. (8 piezas. Simétrico) Tipo de llenado de aceite: Tipo B

Figura 10. Bloque deslizable de posicionamiento trasero de la barra de sujeción. (Simétrico). Tipo
de llenado de aceite: Tipo B
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Figura 11. Vía trasera de guía de apoyo de papel. (Simétrico) Tipo de llenado de aceite: Tipo B

Figura 12. Barrera de sección de Suministro. (Simétrico). Tipo de llenado de aceite: Tipo B



11 13

Figura 13. Parte superior de la Vía de Guía lineal del asiento para desperdicios. (Simétrico) Tipo
de llenado de aceite: Tipo B

Figura 14. Parte inferior de la Vía de Guía lineal del asiento para desperdicios. (Simétrico) Tipo de
llenado de aceite: Tipo B
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3. INTERVIEW WITH JIMMY GARCIA (ENGLISH) 

 

Transcript in English of Interview with questions asked to Mr. Jimmy Garcia, 

person in charge of managing documentation in die cutting department at 

PROCARSA. 

Location: PROCARSA (DieCutting Industry) 
Interviewer: Kennie Clark 
Interviewee: Mr. Jimmy Garcia (PROCARSA Representative) 
Date: 20 April, 2013 
 
KC=Interviewer 
JG=Interviewee 
 

 KC 

Good afternoon Mr. Garcia. Thank you for attending to my petition. I am planning on doing 
some research about the applicability of translation in the Diecutting business. I understand 
that PROCARSA has recently undergone several restructuring in Staff and in processes. My 
main concern is the following: How does PROCARSA cope with the International Standards 
that its webpage so neatly advertises? 

 JG 

Well, if you are referring to the way PROCARSA ensures compliance with International 
Standards in terms of readily available documentation I must say we have been taking 
measures to update our documentation because the company wants to earn another 
accreditation from an international quality assurance creditor. Our documentation is being 
checked and rechecked so that everything is verifiable and can be traced accordingly. 

 KC 

Oh I see.  

And, can you tell me with respect to the manuals that the company owns and uses, have 
you had any problems or unforeseen happenstances with these assets? 

Do you think the staff (machine operators) have a thorough knowledge of the processes 
found in manuals and thus know how to tackle any problem that may arise with the 
machines? 

 

 JG 

We only hire experienced workers and they are proficient at their duties. They have been 
able to manage all instances of malfunctioning that have occurred even if their occurrence 
is not considerable.  
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 KC 

Mr.’ Garcia, are the manuals that the company owns in all languages as prescribed by 
organisms such as the CE and ISO directives?  

 JG 

Our operators speak Spanish and some know technical English. Our manuals are in English 
chiefly because machines that the company purchases come from Asia and Europe, very 
rarely they come with a manual in Spanish strictly from the manufacturer. May I ask what 
you are implying with your question? 

 KC 

Certainly. My aim is to justify the translation of the documentation needed to ensure 
compliance with the international bodies that issue quality assurance certifications. 
According to what you just told me the staff that operates machines do not have a 
communicative level of English but they manage technical proficiency at it.  

It seems as if the manufacturer that issue the manuals only sends them in English and that 
the staff, based on their expertise, find little problems operating machinery. However, May 
I ask you what would happen if a machine were to malfunction and the staff, no matter 
how expert they may be, cannot solve the problem because it had never happened to 
them? What source would they recur to in order to solve it? Would they be endangering 
their safety by trying to solve the problem “blindfolded”, without a reliable document 
pertaining factual information about the operation of the machine? 

 JG 

Wow! Those are lots of questions, well I suppose in that case the only way to solve it could 
be generated from using the manuals but as you previously pointed out, these only come in 
English language and the knowledge of the staff is limited to certain vocabulary. On these 
grounds I would consider that there is a need for having documentation not only up to date 
but also in the mother tongue of the staff, in this case Spanish. What would you suggest? 

 KC 

I would give the staff the necessary tools to do their job. Among those tools are the means 
necessary for the safe operation of the machines. I am supremely confident that the 
company ensures safety procedures for all personnel but having manuals to which they can 
go to in the case of a malfunction is vital to complying with many of the international 
bodies previously discussed.  Would you say that at least the most immediate need 
regarding the manuals of the machines that the staff most frequently operate would be the 
priority? 

 JG 

There is one machine that is being used very frequently by the staff, it’s a new machine 
brought from China, a diecutter machine. I would say that if any manual had to be 
translated the one from that machine would be priority. I see your point. In addition to this 
the staff may mange to understand only basic vocabulary from the English language and at 
any moment their proficiency could be tested and succeed but there are procedures that 
need be followed if we want to comply with ISO and the new projects coming in the 
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following years. To talk in numbers I can ponder that about 10% of the staff that would be 
30 operators know English at a functional level, i.e. to a level in which they can 
communicate effectively but in a limited environment. 90% of the staff only used English 
(technical English) in order to operate machinery with very basic instructions such as ON 
and OFF or dispatch or load procedures. Can you help us with this? 

 KC 

Sure I need to know the procedures that are in the manual and the nature of it so that I can 
tell you how feasible is to render a translation and in what time. Would you feel 
comfortable if we discussed this via email? I see you are somewhat worried about the time. 
I am sorry I have taken up so much time on this. 

 JG 

As a matter of fact I have a meeting to attend to. If you’ll excuse me. Please send me an 
email to remind me of this conversation so that we can move on with the project you are 
suggesting. My secretary will give you my email address and we will be in touch. Thank you 
for your visit. Do not forget to send me that email. 

 KC 

Okay. I will talk to your secretary to get the information I need to contact you. Have a great 
day. 

 JG 

You too. Thanks again.. I have to rush 
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4. PHOTOS OF ETERNA MACHINE. 

 

 

 

 

Picture 1 ETERNA Diecutter flatbed machine 

Picture 2 Section for trimming cardboard waste material 
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Picture 3: Machine at PROCARSA – Waste disposal section 
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Picture 4: Batch Counter Belt 

Picture 5: Machine Operator carrying a wooden ward blueprint for the die cutter 



Annotated Translation of ETERNA Manual for PROCARSA 

38 

 

 

 

Picture 6: Machine at PROCARSA -Delivery and In feeder 
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DOCUMENTATION ABOUT ETERNA MACHINE - 

SPECIFICATIONS 
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